ITOAYTEXNEIO KPHTHX
TMHMA MHXANIKOQN IMAPATQTHE KAI AIOIKHIHE

EPTAXTHPIO TXEAIOMEAETHX ME THN XPHEH H/Y

AIIIAQMATIKH EPTAXIA
“YXEAIAIMOX KAI EKTEAEXZH KATEPTAZIQN TIA
OPEZEX TPIQN AZONQN ME TO PRO/ENGINEER”

Tomoylov Nikoroog

EmpAénov kabnynmge: Mmiding NikdAoog
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Evyapioticg

Me 1o mépag e mopodoog dimdwuotikng epyaciog Qo nbeia va evyopiotiow tov
koOnyntn k. Nikoiao Mmilddn yio v evokoipio. oL Hov 0wae va. 0oyoAnfa ue 1o
ovykexpiuévo Géuo. kabwg xar yio v mpobouia, TV OTOUOVH KOI THV OUEPIOTH
oVUPOLN TOD KOTG. TV OIEKTEPALWTN THS EPYOCILAG.

Oa nbela emiong va. evyopiotiow tov vEedOOVO TOL EPYATTHPIOD PLOUNYOVIKHG
wapoywyns ue v Ponbeia niextpovikod vroloyioty (CAM) k. ['iapyo Apyovraxn yio
™mv onuavtky fonbeta tov.

Evo,  peydlo evyaplot® OTO0 TPOCOTIKO TOV TUNUOTOS —TPOYPOLUUGTIOUOD
epyoadetounyovarv opifuntikov eléyyov (NC programming) tov TOUEN GEPOKATATKEDDV
wms Elinvikng Aepormopikng Biounyavias (E.A.B.) yio. tov ypovo koi yio. Tig
TANpopopics Tov Lov J1EGcoav KOTd, THY OLOPKELD, THS TPOKTIKIG UOV AOKNOHG.

Eniong éva ueyalo evyopiorw arovg pilovg pov, e tovg omoiovs (oo, ToAAES Kot
EVYOPLOTES TTIYUES GE OAN TV OLGPKELR THS POITHTIKNG OV (WHG.

Télog Oéhw va mw éva ueydio evyopiota oty 01KOYEVELD, LoV Yio. THY NOIKN Kol
DAIKH OOUTOPBEOTOCH THS OAG QDTA T XPOVIG.

H mopoboo oiriwuoticn epyocio apiepmveTar atny OtkOYEVELQ, LUOD.






Ilpoioyog

Baoixog atoyos avtng e SimAwuotikng ivar n mopovaiocy Tov coYypOVoD TPOTOD
oyeotoouod xai ektédeans koatepyooiv yio. CNC ppéleg tpiav aovav ue ) fonbeia
o0 Pro/Engineer. Ilopdlinia ue v mopovaioon ovth mopabetovial koi ypHoiues
TANPOPOPIES VLo TPOYPOLUOTO. TO, OTOL0, TOLLOVY TGHUOVTIKO POLO GTOV GYEOIOTUO ODTO
OGS 10 TPOYpOuUO. TPOooouoiwans Vericut to TPOYPOUUO TEMKNG EmELEPYATIOS
Pro/NC-GPost ka1 10 mpoypoyio. owootolng ko Aqyng kwoika DNC Max.

H rapodoo. dimdwuaticn ywpileton ae 7 uépn

o 270 mparo yivetou pio wopovaioon twv gpyaleiounyaverv CNC, tov kwdika twv
EPYOLEIOUNYAVOV KoL TOD TPOTOD ONUIOVPYIOS TOV, ETIONG TOPOVLEIALOVTOL
TANPoOYopieS TOV TYETILOVTOL e TO. KOTTIKG, EPYOAELD, KAl TIG GVVONKES e TIS OTOLES
Oo. mpémer va. ypnoyomolovvral.

o 270 0Jg0TEPO  UEPOS TOPOVOIGLETOL O TPOTOS GYEOLAOUOD KOTEPYOOLDV OTO
Pro/Manufacturing yio. ppéleg tpiwv acovav. Tlapaiinio ue ovto moapotifevion
KOl GUOVTIKES TANPOPOPIES Y10, TIG TOPOUETPODS TOV TOLLOVY POLO OTHV EKATTOTE
Katepyaoia.

o 270 1pit0 UEPOS TOPOVOIALETAL O TPOTOS YPHONS TOD TPOYPGUILATOS TPOGOUOLWCHS
Vericut.mopovaialovior minpopopics yio. v podQuion s TPOGOuOiwoHS, THY
OVOADON TV OTOTEAETUATOV THG TPOTOUOIWTHS KOL THYV ODVOATOTHTO. TPOTOUOIWCHS
gpyolerounyavav A.E. oo wapéyel to mpoypauua.

o 270 TETOPTO UEPOS TOPOVTIALETOL TO TPOYPOLUO ONULOVPYIOS KOl EKTEAEONS TEAKNG
enetepyacias Pro/NC-Gpost kaOwg kou o tpomog pdOuions tov yio tHy
gpyadetounyavy tov gpyootnpiov CAM.

o 270 TEURTO UEPOS TOPOVOIGLETOL EVOL GOVTOUO EYXEIPIOO YPNONS VIO TO KEVIPO
kotepyaociog Mini Mill thg Haas mov diabéter 1o epyootipio CAM.

o 270 £KTO UEPOS TOPOVOLALETOL EVO, TOVIOUO EYXEIPIOIO YPHONS VIO TO TPOYPOLYLO.
OTOOTOANG KOl AynG Tpoypauuatog uéow g oeipiaxns Gopas DNC Max.

o 210 éfoouo uépog mapovalalovial 10 OmOTEAECUATO. TWV KOTEPYOOLDV TOD
OYEOLOTTHKOY LE POTN TO TPONYODUEVO. LEPN
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1. Ewaywyn

H avantuén tov epyoretounyavov dpyioe yopw oto 1775 and tov John Wilkinson
0 0mo{0g KATaoKEVAGE o optovTia unyoavn dtevpuvong onmv. H avantuén tovg and
ekeivo 10 onueio kou petd frav poydaio kol katd v didpketa Tov 19°° adva
epyarelopNyavEG OTTMG TOPVOL, PPECEG, TAAVEG K.T.A. €YV PTAGEL VO £(OVV OPKETA
KA okpifelor OOTE Vo YPNOUYLOTOIOVVIOL GE TOAAES Plounyovikés HOVAOES. XTO
TpOTO b tov 20°° audva 1 TPOOSOG 6TO VAIKA LE To 0Tol0. Vol KOTAGKELAGUEVAL
TO, KOTTIKA €pYaAEin, KaODG Kot 1 €EEIOIKELOT TOV EPYOAELOUNYAVDV OONYNCE GE
avEnon g akpiPeiog Kot g dSVVAUNG TOVG.

il i
= ——;

Ewova 1.1.1

Tnv dekaetio tov 1940 1 TPH0S0OG TOV NAEKTPIKAOV KUKA®UATOV GE GLVOLOGUO LE
TNV avAayK”n Yo LeyoAn okpifelo otig pyaielopnyoveég 0dnynoe otny dnpovpyio Tov
unyavav opfuntikov eAéyyov (Numerical Control —N.C.) and tov John Parsons. Ot
epyorelopnyovég  aplBuntikod  eAEyyov  amoteAobvion  omd  po.  GLUPOATIKN
epyoietopnyoviy m omoio kabBoonyeitow péocw oepPo yvopiloviag v 0€omn ToL
KOTTIKoV pe v Pondeta tov cvotprotoc npocdtoptopol Béong. Ta mpoypdupota
OV EKTEAOVV Ol EPYOAEIOUNYOVES OPYIKA El0yovTOoV UE OwdTpnteg Kapte (Eixovo
1.1.2) mov NtV SlopopeTIKES Y10, KAOE TPOYPOLLLLLOL.

Ewcova, I.I.2

Ot Tp®OTOL EAEYKTES XPNGLOTOLOVCAY NAEKTPOUNYOVIKOVS SIUKOTTEG Kol Y1 0T M
e€EMEN TOoVC dev MTOV Kol TOCO WEYOAN, HOG KO UTOPOVCHY VO EKTEAEGOLV IO
evtoAn KaBe popd. Tnv dexaetio Tov 1970 1 e€EMEN TV NAEKTPOVIKOV KUKAOUATOV
KOl TOV NUOYOY®OV 00NYNCE GTNV EVOMUATMGT TO GVYYPOVOV UIKPOEAEYKTMV GTIC
ePYOAELOUNYOVEG OPOUNTIKOD EAEYYOV. XTIC UNYOVEG OLTEG EVOOUATOONKE v,
TANKTPOAGY10 KOt 006V KAVOVTOg TO GV Tlo €0KOAO otny ¥prion (Ewova I.1.3).
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Ta ocvomuoto oVt OVOUASTNKOV EPYOAEIOUNYOVEG OPOUNTIKOD €AEYYOL UE
elevBépa mpoypappatiCopevo vroroyiot kot pvniun (Computer Numerical Control —
C.N.C.). Ta mpoypappato mAEOV UTOpovcay VO LETAPEPHOVV otV pnyovn eite pe
payvntikég xooéteg (Ewova 1.1 .4'3), elte pe v Pondeia g Bvpag RS-232 (Exova
L1.4%). To ocbotnua uviung, HIKpoDTOAOYIOTH Kol £kAekT] ovoudletor povada
eréyyov. Kopror mpounbevtég povéowv eréyyov eivar oo FANUC, MAZATROL,
BOSCH, SIEMENS.

MowvdaBa ekéyyou Mo ApBpnTikod EAéyyou (MC machine)
< > o oo "
T Kammikd
Mixpodmohoy
e Eheyurrig E#guh:[u &
Zoammua
> < TpooBiopiouol |
Biang
r
Ewxova 1.1.3

Ewcova I.1.4*

H e&éMéEn ko o1 dvvatdtteg twv poypappdtov CAD oonynoav oty avéykn
a£10mToINGNG TOLG OTNV TOPAYMYIKN dtodikacio Kot Y1 ovtd Tov Adyo dnpiovpynonke
TANOOPO TPOYPUUUATOV TOV TEPLEYAY KOl SVVATOTNTEG ONUOVPYING TPOYPOUUATOV
v unyovésc CNC. H dnuovpyia tov apéoov ymetokoh eréyyov cuvéfoare otnv
avamntuén tov cvotnudtov CAD/CAM.

Me ta anapaitnro mepipepetokd por pnyovy CNC umopel va petatponet o Eva
eVEMKTO cOoTUO Topay®yng, Omov poumotikol Ppayioveg PonBodv oty mo
OLLTOULOTOTOMNUEVT] KOL YPNYOPT| HETOPOPA, TOTOOETNON Kol EAEYYXO €VOG KOUUATION
(Emcovo 1.1.5).

2 pépeg pog Exovv avantuyBel kor High speed pnyovég ot omoleg ghattdvouv
OPOUOTIKA TOV YPOVO TOPAY®YNG TOAA®V Koupatiov pe v Ponbeia twv
ocvotpdtwv FMS (Ewova I.1.6).



Eioaywyn

Ewovo 1.1.6
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2. Epyaistounyavéc

Ol epyoAelopmyoveg YPNOILOTOIOVVTOL KUPIME Yo TNV OQOIpEST) UETAAAOL e
onpovpyia amofintov. To Komtikd epyareio | 1 Tpdmela TG KAOE EPYUAELOUNYOVIG
umopel va petokiveitor e 0vo 1N TePLocoTepeg Katevhouvoelg. Ot katevbBiveels, ot
dEoveg dnAadn mov umopet va kvnbel pa pmyovn kKabopifovv tov Ydpo Kot tOv
TPOGAVATOMGHO (Yo TG pnyovég 4 kot 5 aEdvov) Le Tov omoio PUmopel T0 KOMTIKO
gpyareio va mpooeyyicetl 1o avtikeipevo. Yrapyovv unyovég mov £xovv 2, 3, 4 kot 5
a&oveg Kivnong.

Muyyoavéc dvo aldvav

2Tc unyavég dvo aEOVEV To KOTTIKO umopet vo Kiveitonr o€ dvo dEoves kdBeTovg
petacd tovg (ovvnbog X,Z). Mnyavég dvo afdvov elval n TAsioyneio TovV TOpvOV
Omwg Ko Tpéooeg, unyavég komng pe laser kot plasma, punyovég nAEKTPOIIOPWONG
KaBMG Kot pnyoaveg O1dTpnone.

Ewxcova 1.2. 12

Eixova I.lZ.IOc

Muyyovéc tpiov aldvav

Or unyavég tprdv a&ovav akorovBoldv tig tpelg kotevbovees (X,Y,Z) tov
opBoymviov KOPTECIOVOD GLOTNUATOC CLVTETAYUEV®VY. Epyoietopmyoves tprov
aEovev givar ot EPECEG, OL LETPNTIKEG UNYOVEG KOt O1 UNYavEG dtdTpMong.
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Mnyavéc teaodpwy alovay

O unyavég teccapov afdvov akorovBovv Tig tpelg Katevbivoelg (X,Y,Z) tov
opBoy®Viov KOPTESIAVOD GUGTHHOTOS GUVTETOYUEVOV KOOMG KOl U0 TEPIGTPOPIKY|
KotevBouvon  kivnong ®¢ mpog kAmowo oamd Toug AEovec TOL  GUOTHLOTOG.
Epyaietopnyoavéc tecodpwv afdovov givar ot epéleg, ot unyavég NAEKTPOSIOP®ONG
KoOMOS Kol TOpVOL e TPocHeT) KEQAAN PpELag.

Eiwovo 1.2.3

Muyovéc névre alovov

Or unyavég mévte afdvov axorlovBouv Tig tpelg katevbvvoes (X,Y,Z) tov
opBoy®Viov KaPTEGLOVOD GUGTAUATOG CUVTETAYUEVOV KOOMG Kol SO TEPIGTPOPIKEG
KkatevBivoelg cuvnbmg v X kot Y. Ot opéleg etvar n povn gpyaietopnyovny mov
umopet va €xel €mg S a&oveg kivnong.

FEikovo 1.2.4

Avtictoyyo pe TIC uUnyavég vmapyovv Kot Kotepyaoieg 2-5 afdvev Omov
KatepyalOUaoTe EVa OYKO YPNOLUOTOIOVTOG 2, 3, 4 1 5 dEoves kabmg Kol KoTepyaoieg
2 % aEbdvov Omov €yovpe katepyosios dvo 0EOVEOV GAAL UTOPOVUE VO KOVOLLE
tomoBétnon pe tov éva agova. To (evyoc a&ovav Tov yivetal | Katepyoasio uTopei vo
etvar omorodnmote and ta (evyn XY, XZ, YZ.
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Avaroya pe TV TEXVOAOYIO TOV YPTGLLOTOIOVV Ol UNYAVEG UTOPOLY VO YDPLGTOVV
o€ ovpPatikég CNC unyavég kot og High speed pnyavég. Ot unyavég high speed eivan
QUTEG TTOV YPNOLUOTOLOVVTAL GE GUYYPOVEG TOPUYMYIKEG LOVASES Yol TNV EKTEAECT
high speed xatepyoasiov. ['a va £xovpe ovvOnrkeg high speed katepyacidv Bo mpémet
Vo EYOVLE TOYVTNTO TEPIGTPOPNS TNG ATpdKTOL peyardtepn and 6000 RPM, npdwon
¢w¢ Ko 18 m/min xomtikd epyoreio Kot KoOvovg kotdAinio yio HSM, katdAinio
Cuyootabuiopéva epyoreia (2.5gr otig 1000 otpogéc), svotnua CAD/CAM mov va
vrootnpiler peBodoroyio HSM, wkavn povada eAEYyov Kot KOTAAANAT GLUUTEPLPOPA
TOV XEPLOTY).

3. Komtixa Epyaisio

Ta xomtikd epyareia 1060 ot1g cvpuPatikéc 6co Kot otic CNC gpyoietounyaveg
etvat avtd mov exteAovv OAeg Tig katepyoosies. [a 1ig CNC @péleg kot ta kévrpa
Katepyaoiag vdpyet o TAN0dpa epyareiwv to omoio Kavovv mOAAEG epyacieg ta
70 SNUAVTIKE omd avTd £ivot To KOVOUAL, TPVTTAVLN, CTEPATOUOL POUES KTA.

Ta gpyoieia koTaokeLAloviol amd SLOPOPE VAIKE Kot [LE SLOPOPETIKT YEWUETPIN
TPOKEUEVOD VO, IKAVOTTOMGOLV TIG dL0pOPES Aot oels TV ¥pnotav CNC punyovov
VILAPYOLV  JSPOPETIKG epyoreia avdroyo pe TO €l00¢ NG Katepyasiag, TO
KatepyalOUeVo VAIKO Kot TNV emtBount akpipeta.

Ta kontikd cuviBwg Katackevdlovtal and Tayvyoivpes (HSS) kapBidio (Carbide)
KaOdS Kol amd TPOIOVTO KOVIOUETAAOVPYLOG GE LopPn evOETwv TAakdiov (Inserts).

210 KOVOUALOL ITOPOVILE VO EYOVUE OO Eval UEXPL TTEPITOV OEKN TTEPVYLM, OVAAOYL
pe to €idog g Katepyaciog mov Bélovpe va kdvovpe. Tevikodg kavovog sivor Opmg
OTL 0G0 7O TOAAG TTTEPVYLO EXOVUE TOGO KAADTEPT) EMPAVELN TAIPVOVLLE.

®
Insert end Carbide end Ball nose Carbide Insert Cartridge face mill
mill mill 4 Flute Carbide end | thread mill | Chamfering
mill 2 Flute 4 Flute cutter
Ewcovo 1.3.1

H egmioyn tov katodA AoV cuvOnkodv Komng Yo KaOe epyaieio glvarl KATaALTIKNG
onpaciog T0co yo v ddpkela {mng Tov gpyoareiov 660 Kat yia TNV woldtnTo Tov Oa
&xet M koatepyoopévn  emedvewn. ‘Etor emBopodpe va Bpodpe v toydmTo
TEPLOTPOPNS TNG OTPAKTOV, TNV TPOMGT| TNG EPYAAEIOUNXOVNG, TO PaOog KOG Kot
mv mhayld petotomion. Ta dvo tehevtaio divovror dpeca omd KATOAOYOLS TOV
KOTOOKELOGTMOV TOV KOTTIKAOV EPYOAEIDV EVOD TA 0AAL OVO TPETEL VOL VTTOAOYIGTOVV.

IMo tev vroAoyiopd g TaYVTNTOG TEPIGTPOPNS TNG ATPAKTOV Kol TNG TPOMONG Ol
KOTOOKEVOOTEG KOTTIKAOV VOV TNV TEPLPEPELNKT TOYVTNTO KOl TNV TPOWGCT OvdL
nTEPVYL0.
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H meprpeperakn toyvtnto gival 1 amdcTocn Tov davOEL TO KOTTIKO EPYAAEio TNV
TEPLPEPELN TOV KOOMDC TEPIOTPEPETOL Y10, VO TPAYLOTOTOMGEL O CUYKEKPIUEVT
katepyaoic. H tyun avtg 6idetar oe KotoAdyovg omd TPoundevtés KOmTIKMV
ePYOAEl®V 1 amd SLapopeg AAAEG TTNYEG Kot EKQpALeTal o HETPA ovA AETTTO (M/min).

H npdéwon avd ntephyto didetar amd Tig idteg mnyég ekopaletal oe YIAM0oTd avd
ntepvylo (mm/tooth). H Ty cvporiletl to mayog tov ypeliod mov agaipeitor amd 1o
VKO, KAOBE POpd TOV TO KOTTIKO EPYETAL GE EMOPN LE TO VAIKO.

Ot ocvpfoMcpotl Tov YPNCYOTOOVVTOL GTOVG KATAAOYOVS TV KOTOCKEVOGTOV
KOTLTIKAOV (pOIVOVTOL TOPOKAT®

Xopporo ‘Ovopo wopapéTpov Movaoa pétpnong
a, [TAdrog komng 1 axTvikd Babog komg  mm

a, Babog komng 1 a&ovikd Babog Komng mm

D AWGPETPOG KOTTIKOV mm

f [Ipéwon avé oTpoen mm/rev

f, [Ipdéwon avda mrepvylo mm/tooth

n Taydtnta TEPIGTPOPNG ATPAKTOV RPM

Ve [Teprpeperaxn ToyvTTOL m/min

Ve [Ipéwon mm/min

z Ap1Budc dovtidrv

Eiwxovo 1.3.2

Ot 6TpoPEg ™S ATPAKTOV divovToL OO TNV TOPUKAT® GYECT:

S_VC'IOOO (rpm)
n-D P

Aol vmoAoyicovpe TV TOYOTNTA TEPIGTPOPNG TNG OTPAKTOV UTOPOVUE VO
vroAoyicovpe TV TPd®GN 1 omoia SIVETOL A TOV TUPAKAT® TOHTO:

v,=s-z-f (mmpm) fz=£
z

Mo mapaderypa, v BEAovpe Vo KOTEPYOSTOVHE £ve DMKO HE EMUPOVELNKY|
tayvtnTa S0 m/min, pe komtikd epyoreio D20 ko £yl 4 mTepvyLO Kot 1| TPO®OT omd
ToVG KotaAdyoug givar .040 mm/mntepHyro, Tdte B KAvovpe TOLG EENG VTTOAOYIGHOVG

Apycd vroAoyilovpe TIG GTPOPEG TS ATPAKTOV
v.-1000  50-1000
§s=—= = =796 m
n-D 3.14-20 (rpm)

KOl TNV Guve)Eia TNV TpO®ON
v,=s-z-f =796-4-0.040=127 (mmpm)
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4. Kaowac Epyaisiounyovng

Ou epyaretopmyoves aplOuntikod eiéyyov mpoypoppatiCovral pe Pdaon kdmown
YAwood tnv omoio avtihapuPdvetar 1 pnxovr. YTAPYovv TPELS OlPOPETIKEG
TPOGEYYIGEIS OTOV TPOTO GUVTAENG KOl OTOGTOANG EVOC TPOYPALLOTOS GE L0, UYOV
aplBuntikov  eAléyyov kot etvoar 1M yewpovoktiky (Manual), m  niextpovikd
vroPfonBovpévn (Computer assisted) Kot 1 o0TOUATN TPOGEYYION.

Xeipovaktiky mpocéyyion

Me Bdon avtv TV TPOocEyyion 0 KOSIKOS GUVTAGGETOL GTO XEPL XPNCLOTOIDVTOG
TPLYOVOUETPIKEG Kol OAAYEPPIKEG OYECELS KO LETAPEPETAL GTNV KEVIPIKT] LOVAOQ TNG
punyovie. o v peTaeopd vt ¥pNOOTOIEiTOL TO TANKTPOAOYIO TNG UNXOVIS M
KATOl0 GAAO pEGO peTddoong OmmG OTpnTeS KAPTEG (0 MO TAMES UNYavEG),
oeprakn 6vpa (RS232) ko diktvo (Ethernet).

2NV YEPOVOKTIKN E10AYWYN OEOOUEVOV £YOVUE TOALA TPOPANLOTA TTOVL UTOPOVV
Vo TPOKVYOLV OT®G AGB0G E10aY®DYN TOV SEG0UEVAOV GTNV UNYOVT], CUVTAKTIKAE AGON
070 TPOYPOLLO KO DITOAOYIOTIKG AGON. Emiong n dnuovpyio Tov kdOKa Yoo oAy
noAOTAOKO KOppdTior pmopet va, gtval apketd mToAVTAOKT Kot xpovoPopa.

H mpocéyyion avtq umopel va ypnowomombel akOpo Kot GUEPE Y10, CYETIKA
amAég yewpeTpieg omov dev glval omapaitntn mn emiAvon OVOKOAW®V OaAYERPIK®V
oyéoemv kobm¢ Kot pe tnv Pondeta eTolpwv KOKA®V KATEPYUGIOG TOV TPOGPEPOLY OL
VEEG UNYAVES aplOUNTIKOD EAEYYOVL.

Hisxtpovikd vmoflonfovuévy mpoacéyyion

Ye ot TNV TPOCEYYION TEPLYPAPETOL OE U0 YAWGGA TPOYPOUUATIOHOD M
YEOUETPIOL TOV AVTIKEIUEVOL KAOADS Kot 1) emiBounty| mopeiot Tov KOTTIKOV Kot pe faon
avtd yivetar avtopato n onuovpyio tov apyeiov Béong xomtikov(CL File — Cutter
Location File). 'Evag katdAAnia puBuiopévog tehucog eneéepyaotrig (Post-processor)
avVOAQUPAVEL TNV LETATPOTT TOV OPYEIOV BEGNC KOTTTIKOO og apyelo e KMOOKO TOL
avtilapPavetor n exdotote pnyavh. And ekeivo 1o onueio xor petd yivetow m
HETASOOT TOV apYEIOL GTNV UNYOVT OTTMG KOl GTNV YEPOKIVITN TPOGEYYIO.

Avt| 1 TPOGEYYIoN YPNGUOTONTO TPV TNV AVATTLEN TV cuyxpovev CAD/CAM
CLUCTNUATOV.

Avtouatny npocéyyion

Téhog otV avtdpotn TPocEyyIon To Koppdtt mov BEAovUE VO KOTOCKEVAGOVE
oyxedwaletor oe éva mpoypoppo CAD kot otnv cvveyeio meptypdpovpe v yeopeTpio
Kot TV mopeia mov B akolovdnoel to komTkd. Ta dedopuéva avTd dNUoLVPYOVHV TO
apyeio 0éong 1oL KOMTIKOL TO OmMOio HE £€vo KATAAANAQ pLOGCHEVO TEMKO
eMeEEPYAOTN UETATPENMETAL GE OPYEl0 HE KMOWKO TOL OVTIAAUPAVETOL 1) EKAGTOTE
pnyavn. Amd eKeivo to onpeio kol PETA YIveTal 1 LETAGOGT TOV aPYEIOV GTNV LYoV
OTMG Kl GTNV YEPOKIVITN TPOGEYYION.

Ta oOyypova mpoypdupata CAD/CAM mapéyovv éva 6OVOAO epyoreimv pe Ta
omoio. pmopel o ypNotng va ekpetaArevtel TANPOS avt) TV mpocéyyon. Ta
Koplotepa. mpoypaupato oe avty v Kotmyopio givor CATIA — Dassault,
Pro/ENGINEER — PTC, UG — Unigraphics solutions, -DEAS — SCDR/ Unigraphics
solutions, Solidworks — Solidworks/ Dassault, Inventor/ Autocad — Autodesk.

Avm 1 Tpocéyyion glval 1 TAEOV GUYYPOVN KOl GE OVTO TO TOUEN YIVETAL OPKETH
HEYAAN £PEVVA Y10 TOVG TPOTOVG [LE TOVG OTOIOVG HTopet va avtopaTtomo el v 1
dradkacia.
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Zdvraln Mewpetpia
TIROYPap paTog AVTIKEIPEVOU
Y
MeTayAiTTIan Nopeia KoTmikou
|
CL dedopéva
ZOvagn Kudika Pe Tehkry ] c
TO XEpI Emefepyagio S
* ‘ Kwdikag Mnyavrig
Xepokivrm ATrooTor KK AmooTokf Kubika
ENTOyLWYT) KWK aTny pnyavr TV Pnyavr
Kuxikag Mryavrg Kibdikag Myaviig Kubwag Mnyavrig
A 4 A 4 A 4
EAeykrric
Y
Mnyavr
apiBunTkod
£hEyyOU
Ewcovo 1.4.1

To apyeiov Béong komtikov (CL File — Cutter Location File) etvon éva mpdypappa
Katepyaociag Ttov aviikewévov, ypoppévo oe APT. H APT (Automatically
Programmed Tools) sivar g yYAOGGO TPOYPOUUOTIGUOD EPYUAEIOUNXOVOV TTOV
npotocppavioke oto MIT ) dexaetia tov 50, vmootnpilel pnyoveég pépPL Kot
TEVTE 0EOVOV KO YPNOLOTOLEITOL LEYPT KOl CT)LLEPQL.

‘Eva mpdypappo oe APT mepiéyet eviodég mov pumopov va eviayBobv oe 1€00epig
Kot yopies:

e Evtokéc onMlwong yeouetpiog: Edd dnidvoviol to otowyeld e yeoueTpiog
oL amapTtilovV TO TPOG KATEPYAGIH KOUUATL.

e Evtoléc xivnong: Ed® evtdocovior ot evioAég Kivnomg Tov KOTTkoO 6€ GYEoN
pe o otoyeld g yempetpiag tov koppatov (Ily. GOTO, FROM, GODLTA,
CIRCLE).

e Evtoléc mpog tov 1eAKO enelepyactn: Ed® evtdocovion eviolég mov Exouv va
Kévouv pe v Aettovpyie Kot vEPYOTOiNoT UEPDV TOV TEMKOV €MeEEPYAOTH
(IL.x. PARTNO, LOADTL, FEDRAT, SPINDL, CYCLE).

e  BonOntikég evioréc: Edm évtove evioléc mov divouv emmAéov dedopUEVL Yo TOL
yapoktpotikd tov Koppatiov (ILy. INTOL, OUTTOL, TOLER, CUTTER,
UNITS, FINI).

Me v Ponfeia g APT pmopodue va cuvtdEovpe mpocaplooUEVOG KUKAOVG
KatePyooiag Ot Omoiol va. OVIOTOKPIVOVIOL OTIS OVAYKEG TOVL TPOYPOUHOTIOTH.
[Mapakdto vrapyel mapddetypa evog T€To10v KOKAOL, 0 0moiog dnuovpyel pio celpd
a6 onég pe Babog DPTH taydtnta nepiotpoeng g atpaktov ion pe SPED npdwon
DRFR ot eninedo emotpoeng CLRNC.
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Drill =Macro/DPTH,SPED,DRFR,CLRNC
DX1=CLRNC*0.9
DX2=DPTH+CLRNC-DX1
RAPID
GODLTA/0,0,-DX1
SPNDL/SPED,CLW
FEDRAT/DRFR,MMPM
GODLTA/0,0,-DX2
GODLTA/0,0,DX2
RAPID
GODLTA/0,0,DX1
SPINDL/OFF
TERMAC

O x®dwag pnyavhg eivar o k®dwkag tov omoio avtiapuPdvetor n pnyavhy. O
KOO0 amaptileton amd éva mA00g EVIOADY TOv EKTEAOLV O10(POPES AELTOVPYieg
omv pnyovr. Ot evtoAéc eivar yopiopéveg avdioya pe v Asttovpyio Tovg og 7
Kot yopies.

o  ApBuog mpotaong (Nxxx): AnAdvel Tov aptBpd T0v GET EVIOA®V.

e Eviodéc dpaotmpromoinong kivnong (Gxx): Eivor ot evtodéc mov divovv
TANPOPOPIES Yo TO €100¢ TNE Kiviong mov Oa ekTeEAEGEL TO KOTTIKO.

o Yvuvtetaypéves (X,Y,Z, A xor B): Anhdvouvv TG cuvvtetaypéves Kot TOV
TPOCAVATOAGUO TOV KOTTIKOV.

o IIpdéwon (F): Aniovovv v taydtnta pe v omoia yiveton puo kivnon.

e  Taydmra meprotpon|s (S): ANAdVEL TNV TOYOTNTO TEPICTPOPNS TNG ATPAKTOV

e Kontikd (T): Anidvel 10 xontikd mov Ba ypnowomombel yia v ektédeon
€VOC UTAOK EVIOADV

e BonOnrtikcéc Aettovpyiec (M): AnA®VOLV TNV €VEPYOTOINGCT 1| OEVEPYOTOINGN
Kémowwv mpoohetdv Astrtovpyidv (ILy evepyomoinom 1ng arpdktov, pom
YUKTIKOD KAT) .

210 téh0g KdOe UTAOK EVTOADV EIGAYETOL KOL O YOPAKTPAG €0b mTov dnAdVveEL TO
TENOG TOL UTAOK EVTOAMV oL pémel va ektedeotel pall. H ocvvraén tov kabe umiox
YiveTal PE TNV TOPOKAT® GEPAL:

NGXYZABF S TM eob
m.y. NOO1 GO1 X45.0 Y-10 Z5.34 F300 S2000 eob

To kOplro dopkd oTOLXELD KADE GET EVIOADV Eival Ol EVIOAEG OPOAGTNPLOTOINCNG
kivnong f/kar ot Bondntucég Aettovpylec. Avtég dSnAdvovy v apyr|, To T€A0G Kot TO
€ldog g kivnong tov komtikov. H onuaviikoémta tovg eival 1060 peydAn mov o
KOOKog pnyavng ovopdleton ko kodwkag G (G-Code). Ot eviorég avtég €xovv
npwtvmonomBel cuuemvd pe debvn mpdtruma 6mmwg DIN ko ISO. H yprion tovg dev
EYEL VIOYPEDTIKO YOPAKTIPO Y10 TOVG KOTAGKEVOGTES Ol OTTOI101 YPNGULOTOLOVV JIKA
TOVG TPOTLTAL TOL OTOi0. UMOPEl va uUnv GuuE®VOLV Omd EPYOAEIOUNYOVY OF
gpyaretopnyavr. Ot adroyég avtég dev etvor T060 PeYOAES OPMG elval OPKETES OTIC
MEPIGGOTEPES TOV TMEPIMTMOCEMY (MGTE VO, LIOYOPELOVY TNV VIoPEN SPOPETIKOD
TEMKOV EMEEEPYAOTN YL TNV KAOE Lo pnyov).

O1 o onpoavtikég eviodég Tov kmowa G eoivovtotl GToV TapaKAT® TIVOKOL.
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00  EvBOypopun kivnon pe tayeio tpdbmon

01  Tpoppuxn mwopepPoin

02  Kvurkhkn mapepfoin pe v @opd tov SEIKTOV TOV POAOYLOD
03  Kvurkhkn mapepforn avtifeta omd Ty gopd TV SEIKTOV TOL POAOYLOD
04  Xpovikd KaBopiolévn avapovi

33  Komn onepopatog pe otabepod Prpa

40  Axdpoor ™G avIIGTAOUIONG TOV KOTTIKOV

43  Avtiotdfuion LiKovg Tov KOTTIKOV

70  IIpoypoppaticpog oe ayyrhoca&ovikd cuoTLa

71  TpoypoppaTIGHOG GE LETPIKO GUGTNLLO

90  Am6AvTO GUOTNLO GUVTETAYHEVOV

Q Qoo aff

91  Eyetkd cOOTNUO GUVTETOYUEV®V

01  Awxkomn Aettovpyiog

02 Téhog mpoypdpLatog

03  Ag&doTpon TEPIGTPOPN TNG ATPAKTOV

04  ApiotepdGTPOON TEPIGTPOPT TNG ATPAKTOV
05 Xrapdmmpo oatpdKTov

06  AlAoyn KOTTIKOD

07 Evap&n pong yoktikon

N B OE

09  Awxonr pong YuKTIKOL

5. Ipoypouuaricuoc CNC

Onwg eldope kot mopamave o mpoypoupotiopds tov CNC egpyaietopnyovmv
umopet va yiver pe tpelg tpomovg. OToovVONToTE O TOVG TOPATAVE® TPELS TPOTOVG
KOl Vo 0KOAOLONCOLUE TPEMEL VO EKTEAECOVUE KOMOWL OTAOL UEAETNG TPV
apyicovpe tov mpoypappatiopd g kotepyociog. H dwdwaocio g peréng
nepiopPdvel 4 otddolo To 0moia Ta ool Eivat: 1 ETAOYN TG UNYXAVIG, 1| ETIAOYT TOL
TPOTOL GLYKPATNONG, Ol PAGELG TNG KATEPYUGIOG KoL TA GTASIN TG KATEPYAGIOG.

Emioyn Muyyavig

AvT6 10 6TAO10 NG HEAETNC TEPIAAUPAVEL TNV ETAOYT TG UNYOVIG OTAV QUOTKA
gyovpe At TNV TOALTEAEWD va dtaAéovpe dnradn petald kabétwv 1 oplovtiov
TPLOEOVIK®V 1 TETPOEOVIKADV UNYOVOV, KEVIPMOV KATEPYOOIOG UE TEPIOTPEPOUEVEG
KeQPAAEG ko Tpomélia 1 cvvdvacUEVEVY KEVTIp®V (ppeldTtopvouc). AvAarioyo He T
pnyovn mov Ba dtadléEove emmpedletal Kot OAN 1 PLA0GOPTia TN KOTEPYOUTTOC.

Emijoyi tpomov cvykpdrnong

O 1pbémog pe 1ov omoio Bo CLYKPOTNGOLUE TNV TPAOT VAN €YEL ©OC GUECO
OTOTEAECUO, TOV KOOOPIOUO TOV OCTACE®MY NG TPMOTNG VANG. Av €yovue Aoumdv
e€apyng duvaTdHTNTO CLYKPATNONG TNG TPMTNG VANG TOTE QLT £PYETOL OKATEPYOOTN
OTN WYV LOG KOUUEVT] OTAMG OTIC OLOTAGELS TOV EXOVUE Opioel, aAMODG Ba Tpémet
va emAééovpe kdmola GAAN PonOnTikn pnyovi Yoo T0 GTAS0 TNG TPOEPYACIOG
(preparation). Mmopet va ypewootel avdrloyo pe TN HOPON TOL KOUUOTIOD V.
oyxedldoovpe TpoTa KAmola 1tocvokevt| (fixture) yo v KoAVTEPN GLYKPATHOT TOV.
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Daoeig kKatepyaoiog

Ot pdoeglg Tov Ba KaTEPYAOTOVUE TO KOUUATL EE0PTOVTAL KOTE KOPLo AOYO omd TV
YEQUETPIRL TOV, OV .. OVTO £XEL AOELACHOTO EKATEPMOEV TV TAELPDOV TOV N EYEL
Kémow PAacn mov maTdel, EMPAVEIES TEPAV TOV TPIOV adveov kAm. Edd péow
gumeplog 1M Kot eovtociog TPENEL Vo, amoPaGiGOVUE 68 TOGES PAGELS WTOPOVUE VO
vAomomcovpe to Koppdatt. Oco 10 duvaTOV AYOTEPES ONUOLIVEL AyOTEPOG YPOVOG
npoetolpaciog (setup), Ayotepa fixtures kot Telkd younAoTEPO KOGTOC.

2rddia Karepyaciog

Ta d1bpopa otdda Katepyaosiag yia kdbe @daon meptapfdvovy v Tpogpyacia,
(preparation), 10 E&gyxovopiopa (roughing), 10 mpoewipioua (semi-finish) o6mov
amouteiton ko to Qvipiopa (finish). Xe Olo owtd To GTAdIOL TPEMEL VO VTTAPYEL
péptva yio T Onpovpyics VWOSOUNS 6TO LIWOAOWTO VAIKO (excess material) Omwg
TpOTEG, VEDPO, YEPLPEG KATL. Y1 TNV ETOUEVT] GAGCT.

Y oauT0 TO OTAO0 TPEMEL VO OMOPACIOTEL Tow Katepyoosio Bo yivel mpotn,
devTepN KA KoBdC Kot To Thyog Tov LAIKOV ov Ba peivet ywo finish otov mdto, ota
TOLYOUOTO 1} 6TO VEDPO TOV KOUWUATION, TTOL Bal AdEIBGEL TPMTA KOl TOL HETA, TL TPOTO
KatePYAoiag Oo ypNOILOTOIoEL

6. Avuirxeciuevo Karepyaoiog

To avtikeipevo to omoio B€lovpe va Koatepyaotodue eivor évo dokipo omd
alovpivio pe mhyog Imm mAGrog 45mm kor piko¢ 125mm. Amoteleiton amd 3
Koot Teg Kot 2 omég. H pia koot £yl oynpo KOAVOPIKO pe dtapetpo 25mm
kol BaBog 4mm, n GAAN €xel opBoydVIO TOPUAANAETINESO OYNUO UE OLOOTAGELS
30*15 mm kot eukéta otic kaBeteg axpég aktivag 4.5mm. H tpitn kokdmra eivon
po emedvelo amoteAovpevn amd 3 kaumdAeg splines ot duotdoelg TG omoiog sivat
45*%35 mm. Téhog &yovpe dvo omég drapétpov Imm ko BdOovg Smm. Ta yeopetpikd
YOPOKTNPIOTIKE TOV  OVTIKEWEVOL  POIVOVIOL OTO  HNYOVOAOYIKG oyYedio  ©TO
wopaptnua 1.

To avtkeipevo and 10 omoio Ha TpokLYEL TO dOKiHo aVTO gfvar pior Ao UKoV
130mm mAdtovg SOmm ko tdyovg 10 mm.

[Tpoxeywévov va yivel n Katepyoacio TPEMEL VO ATOPOAGIGOVUE TNV CEPA TOV
Katepyaoidv mov Oa extedestovv. EmAéEape Aoumdv va eKTEAEGOVLE [0 EKYOVOPLOT)
TOV TPOGMTOV TOL OOKIUIOD KOl GTNV GLVEXEIX VO EKTEAEGOVLE TNV OMOTEPATWGT TOV
TPOGMOTOV TOL JOKLOV. Metd amd avt v dwdkacio Oa ekteAécovpe EKYOVOpPIoN
KOl OTOTEPATWOT TOL TPOPIA TOV AVTIKEUEVOV. TELOG 0poh ONUIOVPYNGOVUE TIG OLO
omég Bl ekYOVOPLGOLLLE KOt B0l ATOTEPATMOGOLLE TIG 3 KOILOTNTEG.

e

L

Eiwxova 1.6.1
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1. Ewaywyn

To Pro/Manufacturing eivan éva vroovotnua tov Pro/Engineer 1o onoio emitpénet
™ OMovpyio Kot TV EKTEAECT] TPOYPOUUUAT®V Y10 UNYOVEG 0plOUNTIKOD EAEYYOL, TN
onuovpyiot TPOYPOUUATOV Yoo TNV eMBe®PNon KOUHOTIOV KoOdg Kol GAAEG
Aertovpyieg mov oyetilovtal kot pe oAAd vrocvotipata tov Pro/Engineer.

[T ovykekpéva ta cuotiuata Tov anaptilovv to Pro/Manufacturing givon

» Pro/NC

» Expert machinist

» Pro/Process

» Pro/CMM

» Pro/NC-GPost
Pro NC

To Pro/NC givan to wVpro vmocvotnue tov Pro/Manufacturing pe to omoio
UITOPOVLE VO ONULOVPYNCOVUE TPOYPAUUOTO VLo UNYOVES aplOuNTIKOD EAEYYOL, Yia
TOV TPOYPOUUOTIOUO TOPVOL, PPECAG Kl Uy oviG NAEKTPOSAPP®OTG.

Expert Machinist

To Expert machinist givar éva vmosvotnua tov Pro/Manufacturing pe to omoio
UTOPOVUE VO OMUOVPYNOOLUE Tpoypdupato Yy @péleg tprov  asovav. To
TPOYPOUUD.  OVTO  TPOCPEPEL v YPaPIKO TEPPAAAOV OOV  UTOPOVV VO
dnuovpynBovv o gbkola Kat ypryopa akoAovdieg apifuntikod eréyyov. [apéyet o€
éva oUVoAo 18 £TolmV KOTEPYOOLOV OTMOC KATEPYOTIO TPOGMITOV, TPOPIA, dtdvoién
KOWAOTNTAG, OTNG KOl KAVAALOV.

Pro Process

To Pro/Process eivor éva axdpa vmosvotnua tov Pro/Manufacturing 6to omoio
YIVETOL O TPOYPOUUATIGUOC TOV KATEPYASIDOV YL TNV ONUOVPYio TOL KOUUOTION
KaBdg Kl o1 pAGELS 0TIG omoieg B dnuovpynOet.

Pro CMM

To Pro/CMM eivai to tedkevtaio vrocHotua tov Pro/Manufacturing pe to omoio
UTOPOVUE VO KOTOGTPOGOVUE TPOYPAUUOTO YO UETPNTIKEG UNYOVES Yoo TNV
EMOED PO TOV YOPOUKTNPIOTIKOV EVOS KOUUATIOV.

Pro NC-GPost

To Pro/ NC-GPost givor 10 vmocvotnuo ekeivo o610 omoio pmopovue va
onuovpynoovpe kot va  pvBuicovpe TOUG  TEMKOUG EMEEEPYOOTEG YL VAL
LETATPEYOLLLE TO apyelo BEOTG KOTTIKOV G apyelo KOO UNYOVIG.
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2. Pro NC

H dwodikacio onpiovpylag evog LOVIELOD Y1 TNV KATEPYOGI0 EVOG KOUUATION OTTMG
t0 meprypdyape oty mpocéyyiony CAD/CAM pmopei vo avodvBel yio to Pro/NC

TOPOKATO GYNLLOL.

Tahind: ANTIKERIEWD
{Reference model)

[rr—
EOTERYAD
Workpiece)

==

MovTEAD Komepymakx
{Marufacturivg Medal)
mum‘lq : v
Horreaine | Toa
Geameiry} NepBdhboy Kateprociag
{Manubsciuring
Erwranmeant) Eipirripas
{Fhaura)
r
Kurpag epadiog o] OMOPOS AnToupiog
{Wvorkeall) (Dparatian)
El
-
i
Thpey Aepaipeon
- Hmm?mlhc KOTEEYRIUENDU
[Seq Paramebens) et
ANETITLTY
oo Pubpisewn | | Tehwig eneteyaaic
- (Opaon Fila) (Post processor]
r
AP BB LRV
(MCD file)
My Amoderm
I|
\"- Moppn) kudhmo
Armmaberrr
T
ATsOI0M] MapppOTog
i RS2
Y
T} o pEInmEe)
chiyyou (NG machine)

Eiwova 11.2.1

T K
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Onwg pumopovpe vo. d00UE Kol TOPATAVE, TO Y610 TOL Koppotiov poli pe 1o
apyIKo TEUAY0 Hog divouv To povtélo katepyaciag. Avtd sivor pio avomopicTao)
TOV TG €lval 1o ovTiKeilevo TP Kol pETd TNV KoTtEPyacio. X ot TNV
oLVAPHOADYNON €6V TPOGHEGOLUE TV YEOUETPIO TOV KOTTIKOV KABMG Kol TO YMdPO
gpyaciag g unyovng taipvovpe to tepifaiiov kotepyacioc. Eqv tomobetnoovpe to
HOVTELO KOATEPYOGIOG GTOV GPIKTNPO G€ OEGOUEVO TEPIPAALOV KATEPYAGTIOG LTOPOVILE
va opicovpe po Aettovpyia, m omoia givor po ogpd amd akorlovdieg apBuntuicon
eAEYYOL OV AaPPAvovy yoPA HECO GE £VOL GUYKEKPIUEVO YMPO EPYOCING £XOVTOGC
VEOYN £VOL GLYKEKPILEVO GUGTIILOL GUVTIETAYLEVOV.

Kabe axoAiovbio apiBuntkod eréyyov mov opileton o€ o Asttovpyia
nePLOUPAVEL KATOWL OTOWEWL 1TNG YEWUETPIOG TOV OVTIKEWEVOL Kol KATOLES
TOPAUETPOVS Ol omoiec opilovv ToV TPOTO Kivnong Tov KOTTIKoD Kot TNV TayhTnTo
Tov. A@od opotel o axolovBio  aplBunTiKod  €AEyYOL  UmOpovpE v
KOTOOKELAGOVIE TO Opyelo 0éomg TOL KOMTIKOOL (OCTE VO EKTEAECOVLUE UL
npocopoimwon komng pe to Vericut. Edv 1 mpocopoimon dev pag dwoet o embountd
AmOTEAECUATO TOTE TPETEL VO, EMOVOTPOCGOIOPICOVE KATOEG O TIG TAPAUETPOVS 1
Kamolo amd o AAAG GTOXELL TOV EYOVE OMGEL KATA TNV dldpKeLn TNG dNpiovpyiog
™m¢ akoiovBiog. Edv m mpocopoiwon pog dmdoel ta emBountd amoteAécuato
UTOPOVUE VO OPOIPEGOVHIE TOV OYKO TOL KATEPYOOTNKOAUE KOU VO, GLVEYIGOLUE
avirloyo HE TO OTAO0 MOV PPICKOUOCGTE GTOV OPIOUO TNG EMOUEVNS aKOAOVOing 1
otV el enegepyacio Tov apyeiov BEong Tov KomTUKOD.

H tehucn eneéepyacio tov dedopuévav glval po d1ad1kacio Katd TV StipKeL TG
omoiag To apyelo BE0MG TOV KOTTIKOD UETATPENETAL GE OPYEI0 e KOJKO KATOvVONTd
oV unyovn, pe Baon tig pubuicelc mov €xovv yivel 6To YpaEIKO TEPIPAALOV TOV
tehMko¥ enefepyaotr. Eqv to amotéhecpa g teAkng eneEepyaciog dev taptdlovv
AmOALTO L€ OVTO TOV OTTOLTEL 1) UV TOTE E1VOL OTOPOITITO VO TPOYWPT)COVLE OE
emovampocdlopopd tov pviuicewv tov teMkov enefepyaoty). Edv 1o amotélecpa
™mG¢ TeAMKNG emeepyaciog taptdlovy amdAVTO PE OVTA TOVL amoutel N Unyovn TOTE
TPOYWPALUE GTNV OTOGTOAN TOV TPOYPAUUATOS oTnV Unyovn pe tv Pondeia g
00pag RS-232. To mpodypappa amwootodng péow g 80pag RS-232 mpénel va givor kon
OUTO GLYYPOVIGUEVO LE TNV PNYOVY aptlBunTiKod eAEYYOL OGOV 0pOopA TNV TOYVTNTA
NG HLETAOOONG TMV SEGOUEVAV Kol TO HEYEDOG TV ATOGTEAOUEVOV TOKETWOV.

Amd v otiyun mov €yel amootaiel TO TPOYPOLUO GTNV UNYXOVH aplBunTikod
eAEYYOL TOTE UTOPOVILE VO TPOYWPNCGOVLE CTNV KOTEPYOSio. Tov Koppatov. Eav to
amoTéAecpa TG Katepyooiog Ogv  pag  kovomolel tote  gival  avaykn  va
EMOVOTPOGOI0pIcOVUE KATOW 1) KATOEG amd TIG aKkoAovBieg apBuntikon eAEyyov.

O Bpoyyog ne pmie ypopo ektedeiton Kupiog Kotd v dtbpketo dnpovpyiag evog
TeEMKoV emeEepyaotn ko péxpt vo gtdoovpe T pubuicelg oto emBountd emnimedo.
Amd exeivo to onpeio Kot PETA xpnoLomoteital EAdyloTa.

Ot Bpoyyot pe mopToKaAl ekteA0VVTOL TOAAEG QOPEG TNV APy TNG XPNONG TOL
TPOYPALUATOS KOt TNG UNYaviG. Me tnv xpnon tov TpoypEapUaToS Kot TG UNYOvIS
umopet 0 ypnog va yvopilet ta amoteAécpoto TV pOUIcEDY Kol £TGL 01 AVAOPOUES
OTIG TOPAUETPOVS ELUYIGTOTOLOVVTOL.

To d1dypappio Tov GYNUATOS PATVETOL OVOAVTIKOTEPO GE TOPEPTILLOL.
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3. Axoiov0lisc aprOuntixov cA&yyov

Ot axolovBieg apOunTiKoD eAEYYOV OT®G EXOVUE OVOPEPEL Elval TO SOMIKO GTOLYELD
TV Agttovpyl®v. Xto Pro/Manufacturing yio epéla vrdpyovv 14 Srapopetikd €iom
OKOAOVOIOV TTOV UTOPOVUE VO KOTACKEVACOLUE Ypnotpomolwvtos pia epéla. Ot
axolovBieg avtéc ivar ot Volume, Local Mill, Surface Mill, Face, Profile, Pocketing,
Trajectory, Holemaking, Thread, Engraving,Plunge, Roughing, Re-Roughing «at
Finishing

R/
A X4

X/
°e

X/
L X4

X/
°e

H axoiovBio Volume avapépetar oe  Kotepyacio VoG cLYKEKPIUEVOL OYKOV
avOLYTOL 1] KAEIGTOV O OTO10G ALPOIPELTOL E OLOOOYIKA TaPAAANA TepdopaTa 2.5
aEovov.

H axoAovbia Local Mill katepydaleton kdmoto dyko, o omoiog £yl amopeivel amd
o Tporyovpévn kotepyacia. H katepyoasio avt) yivetor cuviBog pe KomTikod
HIKPOTEPTG SLAUETPOV.

H oaxolovBia Surface Mill ypnowonoteitor yio v Kotepyocio Kamolog
emoaveiag pe 2.5-5 a&oveg.

H oaxolovBia Face oavagépetor oty katepyosio G Gve EMPAVELNS TOV
OVTIKEWEVOL UE dtadoykd tepdopata 2.5 aEOvmv.

H axolovbia Profile avagépeton omnv Katepyacio vog péPovg 1 oOAOKANPNG TG
TEPLPEPELNG EVOC OVTIKEEVOL [E dladoykd Tepdopata 2.5-5 afdvov.

H axolovBia Pocketing eivar puo akolovBio mov £yl ¢ 6KOTO TNV AMOTEPATOON
MG KOWOTNTAG KATEPYALOVTOG TPMTO TO TPOPIA TNG KOWOTNTAG KOl GTNV
ocvveyeio ToV KAT® emPAvELD TNG.

H oaxolovbio Trajectory €xer ¢ okomd TNV KOTEPYOSIOL TOL OYKOL TOV
OVTIKELEVOL TTOV BPICKETOL TAV® GE UL TPOYLAL.

H axoiovbioa Holemaking €yer w¢ okomd v onuovpyio Kot KOTEPYUSIO OTMOV
TOvVO G€ KATO0 Ao TIG EMUPAVELEG TOV OVTIKELLEVOU.

H axolovbio Thread éyer og oxomd tnv dnuovpyio orePpOUITOV TOGO GE
E0MTEPIKEG OGO KL G EEMTEPIKES KLAIVOPIKES EMUPAVELEG.

H axoAovBia Engraving éyer wg okomd v xdpaln.

H axolovBio Plunge éxet onpiovpynOei yia v ekydvopion Koot Tmv HeydAov
BaBovg pe dradoyukd Pubicuata Tov KOTTIKOD HEGH GTO OYKO TOV KOUUOTIOV.

Ot axoAiovBieg Roughing, Re-Roughing ot Finishing avagépovioar oty
EKYOVOPION 1 OMOTEPATMOCT GUYKEKPIUEVOV TEPLOYDV TOV OVTIKEUEVOD UE
KATEPYATIO VYNADOV TOAYVTNTOV.
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4. Anuiovpyio ToL HOVTEAOV KATEPYAOIOC

To poviélo «koatepyaciog eivor po cuvapuoAdynon, 1 omoio TEPEYEL MV
YEOUETPIOL TOV TEAMKOD OVTIKEIUEVOD KO TPOOLPETIKA TNV YEOUETPIO, TOL OPYKOD
(axoatépyaostov) avtikelpnevov. Eiodyoviag tnv Hopen TOL 0pylKoU OVTIKEWWLEVOL TO
Pro/Manufacturing pmopet va vmoloyicel ta Oplo KoOMOS Kol TIC TOPOUETPOVS TNG
Katepyaoiag, Onwg eniong mopéyel TNV duvaTdTNTO TG SVVAUIKNG TPOCOUOI®MON NG
Katepyaoiag pe v Ponbeia tov mpoypdupotog Vericut. Eiodyovtag 1o apyko
OVTIKEIPHEVO  emiong HmopobUE Vo €(OVUE  OVOTOPACTOOT) TOL  VLAMKOD  TOL
amopakpHVETOL 0o KAbe Katepyacia.

[Tpokewévov va koatackevocohel o poviélo katepyaoiag sivol amapaitmrto va
yvopilovpe TOGO TO OVTIKEIPUEVO TTOV £XOVUE OKOTO VO KOTAGKEVACOVUE OGO KOl TO
KOUUATL aKOTEPYOGTOV VAKOV amd 10 omoio avtd Bo mpoérbet. To teAikd KoppdTL
elvar amapaimmro va £yl povreromomBel ek Tov tpotépwv o€ Eva cvotnua CAD, evd
TO0 OpYIKO Koppatt pmopel, eite  va kotackevooHel oto Pro/Manufacturing yio
OYETIKO amALG YewueTpie €ite va poviehomombel Onwg 10 TEMKO KOUUATL Yl TTLO
oLVOETEG YempeTpieg T.y. EVOLAUESA TPOTOVTAL.

H xatackeun tov poviédov katepyosiog yiveral og eENG:

Exxwvobdpe to Pro/ENGINEER Wildfire. X cuvéyeta, and v kaptéla File tov
Wildfire 2 emiéyovpe Set Working Directory kou evromilovpe to @akeAo mov gival
TOno0ETUEVO TO TEAIKO KOOMDS Kot TO TPOG Katepyaoio koppdtt (ov vdpyet). Avto
e€aopaiilel 0TL OAeg o1 amodnkevoels apyeiwv mov Ba kavete Oa yivovtal og avtdv TO
@akeAlo ov opicate g Working Directory.

Ano v koptéla File emAéyovue New 7ywoo va eueoaviotel to mapabupo
dnovpyiag evoc véou eyypdepov (Eixova A.1) emiéyovpe Assembly, NC Model kot
YPOPOVLE TO OVOLLOL TOV LLOVTEAOL KOTEPYAGIOG.

Sub-type
) U Sketch ) Design
O 1 Pat s

() Interchange

~ ) Werify
@ [0 Assembly () Process Plan
) Lu, M anufactuning () M Model
'®) ring () Mold Layaut
S () Ext. Simp.FRep.
) 3 Famat
O D Report
I ) -L  Diagram
) El Laypout
O @ tarkup
Mame ASM1
Carmrmorn M ame |
|

- Ewoéve II4.1

A@ob matoovpe OK pog gpoaviCetor éva mopdBupo oto omoio pog nteiton va
emAeEovle TO TEAMKO avtikeipevo (Eikova A.2).
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Lookln|GPartHeport mEetEm = 3

[0 ref 1305010, prt
(3 wp 130 50 10.prt

Name | EERERIEN

Type | Fro/ENGINEER Files [prt,.asn s | Subee <

[_gpen | [ Openfiep. | [ Lancel | LEW&J
Ewxova 11.4.2

D ook e b S
DERana 4 e -lRRERaEArER] 8o aollal il

IS
]

£ Assan a5
£ REF_ 10,50 v T

* Base ko carvct be hned.
tharged

Eiwkovo 11.4.3 -

Eniéyoviag to avtikeipevo (ref 130 50 10.prt) mov O€éhovpe petagepoOUacTE
aLTOHOTO TNV TPIGOAGTAT GLVOPUOAOYNOT HE TEAKO ovtikeipevo. Edv dev
emBopodpe vo opicovpe 10 apykd TEUAYXO TO HOVIEAO KOTEPYOsiog &ivar £Tolo
(Eixova A.3). Edv Bélovpe va tpocBécovpe kat to apyikd tepdylo Bo mpénet va 1o
KEvouUE e €Vl ATTO TOLG OVO TPOTOVG TTOL £XOVLE OVAPEPEL.
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Tpomog 1

Edv 10 apyikd woppdtt €yer non poviehomonbel oe kamoio ocvotnua CAD
emiéyovpe and To Menu manager v emloyn Retrieve Stock kot apov emidéEovpe
to aviikeipevo mov Bélovpe (wp 130 50 10.prt) to cvvapuoroyovue pe Pdorn ta
emineda  avagopdg (datum planes). Znv  GLVOPUOAOYNCN TGOV  KOUUATIOV
ref 130 50 10.prt kou wp 130 50 10.prt Oa mpémer va evBuypapuctodv n Right pe
v Right, n Front pe tv Front xor n Top pe v Top. Telkd 10 povtéro
Katepyaciag o mepLEYEL TO TEMKO OVTIKEILEVO GE YKPL XPOUO KOL TO OPYLKO TEUAY10
o€ TPAGIVO NUSOPAVES Ypdpo (Eixova A.5).

Tpomog 2
Edv to apyucod xoppdtt oev €xel poviehomonbel o€ kdmoto cvotua CAD kot €xet

OYETIKA amAf] yeopeTpio TOTE TO KoTookevAlovpe péco oto Assembly emdéyovtog
and To Menu manager v emhoyn Create Stock. H emloyn avt pog epeavilet éva
TapdBupo 610 0mol0 B KOTAYMPNCOVUE TIG GYETIKES OOGTACELS TOV OKATEPYOGTOV
KOUpaTov pe Baon avtég tov telkov (Eixova A.4). To koppdtt avtd pmopel va givorn
eite mpopatikd (Default Billet) eite kvolwvdpikd (Default Bar). Apov smidéEovpe to
€l00G TOVL OKOTEPYOOTOV KOUUOTIOD, EICAYOLUE TIG YOVIEG TOL oynuatilel to
AKOTEPYOOTO KOUUATL LE TO TEMKO Kol TNV TEPICOELN VAIKOV o€ kdBe didotaot. [a
T0 povtéro katepyacioc ASM1 Bétovpe TIC TapaUETPOVS OTTMS AVTEG PAIVOVTOL GTNV
ewova A.4. Tehkd to povtédo katepyaciog Oa mepi€yetl To TEMKO AVTIKEILEVO OE YKpL
YPOLO KOl TO OPYIKO TEUAYL0 GE TPAGIVO NUOPAVEG Ypoua (Eikova A.5).

Stock Mame

(%) Default Billet
() Diefault Bar
() Other

ASM1_WRE
Stock Instance

w Ervelope |
Lt z

Length
*width

Thickness |

Options

w Allowances..

(@) &llowance Rules O Current Allowance

+

Length 2. /00000
Width 1.000000 0.000000
Thickness 2.500000 2.EDUDUE1
w Modify Dutline....
| Rotats
Az
(O @i Oz
-180 +180
Walue| 0.0

2.500000

I Unda ] I Redo J

[ Undo &1 |

[ a. ] ICanceIJ

[ Presview ]

Eiwxovo 11.4.4
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B RS (Retive) EProJENGINEER WiTTTe 210

Menu Manager

Fle Edt View Insert Anabysis Info Applcations Tools Window Help w NC MODEL

D2EsaGivokERN - ErEacdatish 9000l g iak ¥ s el

e | (=Rl Replace Ref Mode!
§c %JI J_ﬁ‘ Delete Ref Model
[ Setings 7] Create Stock

Retrieve Stock
WMadify Stock
Delete Stock,

ASM1ASM
(1) REF_130_50_10.PAT
o[ ASMI_WRE PRT

@ select tap edge, surface, ar csys axis, [
‘@ Datum planes wil not be displayed.
@ foxes wil not be displayed.

# Datum points wil not be displayed.

* ® Coordinate Systems will not be displayed.

[ )

[Sman e

Eiwxovo 11.4.5

Ye mepint®on oAAaYNS TV SGTAGEMY TOV aPYIKOD KOUUATION EMAEYOVUE OO TO
Menu Manager tv enthoyn Modify Stock kot pog epgaviCeton ek véov to mapdbvpo
6T0 0TO10 ElyOLLE EIGAYEL apyIKa TIG TANPOoPOpies. Edv ta koppdtia ival oyedoacpuéva
o¢ part oto Pro/Engineer 1 tpomomoincy] Toug em@EPELl ALTOLOTN OVOVEDGCT TOV
0O TAGEDMY TOVG OTO HOVTEAO KATEPYACTIOG.
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5. Anuiovpyio tov wepffaliovtoc KoTEPYAGIWY

Amo TN oTiyun mov givon £toto 1o povtélo katepyaciog umopel vo EEKVIGEL M
onuovpyio tov mepPdriovtog (Manufacturing environment) péco cto omoio Oa
yivouv ot xatepyociec, kabmg kot ot Asrtovpyieg (Manufacturing operations) mov Ha
Aappdvovv ywpa oto mepifdiiov avtd. Kdébe Asitovpyia mpémer vo mepiéyet ta
dgdopéva TG UNYaviG, To GUGTNHO CLUVIETAYUEVOV UE BAon Tto omoio yivovtal ot
KOTEPYOOIEG, TO €MMEO0 EMOTPOPNG TO KOMTIKA epyoAeia, Tig aKolovbieg
aplunTKov eAEyyov KaOd Kol o HECO HE TO. OToio YIVETOL 1) GLYKPATNGY TOV
KOUUaTIOH otV Tpdmelo TG Uy ovig.

Apywd mpémel va opicovpe 10 mepifdiiov oto omoio Ba yiver n OAN oyediaon,
omoia yiveton mg e€Ng:

Exkwvoope to Pro/ENGINEER Wildfire. ¥t cuvéyeuwa, and v koptéia File tov
Wildfire 2 emidéyovpe Set Working Directory kot evtomifovpe 10 @AaKeA0 oL €lval
TomofeTEVO TO TEAIKO KaBMG Kol TO TPog Katepyasio koppdtt (av vrapyet). Avtd
e€aopariletl 0TL 6Aeg o1 amobnkevoelg apyeimv mov Ba kévovpe Ba yivovtol g ovTOV
T0 PdKeAo mov opicape mg Working Directory.

And v kaptéha File emdéyovpe New 7y vo euepoviotei to moapdbopo
onuovpyiag evog véov eyypdoov (Eixova 11.5.1), emidéyovpe Manufacturing, NC
Assembly kot ypaeovpe 10 dvopa tov TEPBUAAOVTOC KATEPYUSUDYV.

Type Sub-type
) i3 Sketch () NC Assembly
> Expert Machinist

i Part O

= :_l () CHM

O Assembly ) Sheetmetal
= ﬂ, Manufacturing () Cast Cavity
(@) Dirawing ) Mold Cavvity
~ G ¢ () Dieface

i m Qrmat () Hamess

O [E] Report ) Process Plan
() £ Diagram

£y E| Layout

) @ Markup
Mame MFG1
Commaon MName
Use default template

Eiwova 11.5.1

AoV moatmoovpe OK petapepdpocte oty o06vn Tpiodidotatng oyediaong.
Toavtoypova epeaviCetar ota 0e€1d g 006vng o Menu manager. Avtod dnpovpyet
10 véo TepIaiiov oto omoio Ba yivouv ot katepyacieg. Apykd mpémel va opicovpe
OTL o1 povadeg p€tpnong eivor mm emAéyovtag Aowmdév Set up -> Units kol 610
napdBupo mov pog epeoviCetar emAéyovpe To mmNS kot 6T cvveyeia 6To TapdBvPo
oL 0o eppavicdei emAgyovpe va petaylmtticovpe TIg anootdoelg (interpret).
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Apyikd mpémer va  €10dyovpe TO HOVIEAO KOTEPYOSiOG oOTO  TEPPAALOV
Katepyaciwv. EmAéyovpe amd to Menu manager to e£ng Mfg model -> Assemble ->
Gen Assem. Mg avtég Tig emhoyég pog epeoviletar €va mapdbvpo oto omoio
EMALYOVUE T1 GUVAPLOAGYNON TOV HOVTEAOV KATEPYAGIOS TOV £YOVUE KOTACKEVAGEL
TPONYOVUEVOG. APOV TOTOOETGOVE TO OVTIKEIUEVO £TGL MGTE VO TOVTICTOLV TO.
GLOTNHOTO GUVTETOYUEV®V TN GLVOPUOAOYNOTG Kol TOL TEPPAAALOVTOC KATEPYATIDV
(Eixova. 11.5.2) umopovpe vo TPOYWPNGOLLE GTOV OPIGHO TOV GUOTNHOTOSG
CUVTETAYLEVOV TNG UNYOVG KOl GT1 CLUVEXEID TNG TPMTNG AELTOLPYioG.

TEEaqE I RN - RHFAREsteR 6000k s D ik

=wen

4ttty referarc Fx i trom st

Sty eebararc i s o covsicarng. &

Eiwxovo I11.5.2

Opilovpe opywcd t0 cHOTNUO GLVIETAYUEVOV TNG UNYXOVIS. Andadn to choTua
ovvtetaypévov pe Paon 1o omoio Oa petpodvtar or omootdoelc. To cvotnua
ocvvtetaypéveov mov opilovpe oe avtd to onueio eivon kot gkeivo 10 onueio mov
opilovpe ko wg undév oty unyavry CNC. H tomoBétnon tov Ba yivel oty kdtm
apLoTEPT AV KOPLON TOV avTIKEWEVOL (Eixova 11.5.3) pe toug GEOVES KOl TIC POPES
TOVG VO GUUUOPPDOVOVTOL LE OVTA TNG UNYOVIG.

FEikovo 11.5.3
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INo vo opicovue o véa Asttovpyia emdéyovpe Mfg Setup -> Operation (otnVv
TEPIMTOON TOL M Asttovpyia ivor n TPOTN TOL dNUIOLPYELTAL, TO TOPABVPO TNG VG
Aertovpyiog epeavifetor pe v emaoyn tov Mfg Setup) kot 10 mwapdbvpo opiopov
véag Aertovpyiag eppaviCeton (Eikova 11.5.4). To mpdto Pripo oTovV 0piopud g vEag

Aertovpyiog etvor M emdoyn N dnovpyia pog vEag punyovng aptBuntikod eAEYyov
(NC Machine).

Operation Mame aFmao Vi

= NC Machine
Fatiissetn FSETFO "Vi X

General ;From.-"ﬂome. Dutput |

Reference

P Machine Zera : |

Retract

Surface E || & ¥ 4 ‘

Tolerance

Stock Material Unspecified | | ‘

Eiwxovo 11.5.4

Anurovpyio Mnyyovic Ap1Buntixov EAEyyov

Emniéyovpue TPOKEWEVOD VO LOG ELPAVICTEL TO TAPABVPO TOL OPIGUOV VENS
punyovng apluntucov eréyyov (Eixova I1.5.5).

Mackine Hame | MACHOT [w] ENE Contal
tachine Tvpe Mill || Location i
Murnber Of Axes 3 Az iv\;
Qutput | Spindie | Feed | F49 | Trayel | E;‘if:’? | Comments
Post Processor Options
PPMame  |UNCXOI oot & Defaults | [ PPRINT
CL Command Dutput O ptions
FROM Do Mot Output ||
LOADTL Madsl s
COOLNTAOFF | Output (v
SPINDL/OFF | Output e
P Cutter Compensation ...
r
Ewcova I11.5.5

Ot anapaitreg puOUGELS Yo TNV EIGAY®YN HOG VEAG UNYOVAG Eival To Gvopa, TO

eloog kabmg kol ot dEoveg ¢ punyovns. Extog and avtég tig pubuiceic vrdpyet kot
éva mAinboc GAAwv puBpicemv mov UTOPOVV VO TOPUUETPOTOGOVY TNV UNYXOVI
apOun KoL eréyyov. [apokdrm mapovsialovror pepKES amd T puOuicelc.
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Apywcd mpémel va opiobel o dvopa tng véag unyovng oto medio machine name.
To €idog g unyavng kabmg kat o1 AEoveg Kivong g Unyavng elodyovtol ota medio
machine type kot number of axis .

Ot Tég mov pmopoHv va. TaPovY Ta Topardve medio etvar:
Dpéla (Mill) 3-5 d&oveg.

Toépvog (Lathe) 1 1 2 epyaretopopeia.

D®péla/Topvog (Mill/ Lathe) 2-5 d&oveg
HAextpodiavpwon (Wedm) 2 1} 4 GEoveg

Mo tov 10pvo kot Yoo Tov TOpvo/Ppéla €IGAYETOL KOL O TPOGAVATOAGHOS TOL
16pvov kaBopilovtag ovolacTikd Tov AEova TEPIGTPOPT|G TOL TOpVoL (Z 1| X)

Eniong pmopodv va gicoyBobv mpooatpetikd 1o €100G TOL €AEYKTI| TNG UNYOVAG
kaBmg kot n torobesio Tov.

Y10 tab Output eiodyovtar mAnpoeopieg yio ta apyeia BEong kontucov (CL files —
Cutter Location files) tov tehuco enelepyaotr (Post-Processor) kot yio to 6yoAol Tov
Behovpe va elsayBovv 610 apyelo Beong komtikov and to cuotnua (PPrint).

2to tab Spindle eicdyovton n péytotn dvvarr ToHTNTO TEPIGTPOPNS TG ATPAKTOV
mov mepropilel Tig TVXOV AdBOG TOYLINTEG TEPIGTPOPNG O KAmow aKoAovbia
aplOENTIKOL EAEYXOV KO 1) ITTOSVVOLT TNG LUNYOVIGC.

>10 tab Feed ewodyovion otr povdodeg pérpnong g mpomong Kot Tn ToyuTNTo
kivnong pe tayeia Tpowor. Ot povadeg pétpnong g npdmong eivar gite IPM (inches
per minute) eite MMPM (millimetres per minute) KtA.

1o tab Cutting tools gwsdyovior o ypdvog aAroyng Tov KaOe KOTTIKOL Kot To.
gpyoreio yuwu kdBe o amd TIC KeEPOAEG (00O KePAAEC €yovv ot TOpvOol 2
gpyarelopopelwv kot ot epélec/topvor 4 kot 5 afoveov gvd ot vrdromor THTOL
unYavav £yovv pa Ke@an). Ta kontikd epyareia pmopodv va tpomoronbovy Kot oe
LETAYEVECTEPO GTAALO.

Y10 tab Travel eilodyovion Ta 6plo Tov YOPOL epyaciog o Kabe aova pe Paon to
GUGTNUO GUVTIETAYUEVAOV TNG UNYOVIS. AV Katd TV dtdpkela pog okolovdiog To 6plo
avtd mopaPractel 10t gpeaviCeton pivopa oty 006vn to omoio wpogdonotet yio TV
napafioon.

Y10 tab Comments glodyovtal Toxdv oYOA0 TOV GYETILOVTOL LE TNV POV EVD
oto tab Custom circles pmopodv va eioayfodv kOKAOL Katepyasiog 7y tnv
dnuovpyia dwtpnoewv (Holemaking).

Mg Bdomn ta mopomdveo Kol COUEOVE LE TO OEOOUEVO TNG UNYXAVIG TTOV EXOVLE
gwodyovpe 10 ovopa g unyovng (Haas Mini mill), to €idog g (ppélo tpuodv
aEovav). EmAéyovue moleg mAnpogopieg Béhovpe va e&dyovioan oto apyeio CL
melovtog PPrint->Create ko emiAéyovtag mpdTo TOEG TANPOQOPIeS EMBVLUOVLLE Kot
omv ovvéyeln OK kot DONE. Opifovpe wg mpoemdeypévo tekd emeepyootn|
(UNCXO01 72) mnv péytotn tayvtnta neptotpogng (6000 rpm), 11 povades mpdmaong
oe MMMP, xar v toyeia npdéwon o 1000 mmpm. Térog opilovpe TOV YpOVO
aAlayng Tov komtikob o€ 4 sec. Ta komtikd epyaieio Oa To 0picoOvUE GTNV GUVEKELX.
A@ob eodyovue ta dedopéva miECovpe OK kol emotpépovpe oto mapdbupo
dnpovpyiag véag Asttovpyiog.
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Anuiovpyio uéoov coyKpdTnons
IMa va TomoBetnoovpe T0 HEGO GLYKPATNONG TOV OKATEPYOGTOL KOUUATION OVTO

oV TPEMEL Vo KAvoupe gtvar va emAéovpe apykd Tto ﬁ' 2 ouveyew
eupaviCetoar t0 mapdbvpo o?w%m’) tov ocowmpa (Ewova 11.5.6). e avtd to

napabvpo  emAEyoLUE TO Yo Vo €6GYyouHE ®©OC OQIKTApO £vo Mom
HovTeELOTOMUEVO avTIKEILEVO (eGv BEAOLIE UTOPOVUE VO, KATOOKELAGOVUE KOl GE
avtd 1o TEPPaAlov éva ocpiktnpa). To povtélo mov Ba glodyovpe TPEmeEL va eivan
amoONKELIEVO GTO 1010 PAKELO LE TOL AVTIKEILEVO TPV KO LETOL TNV KATEPYACIOL.

Setup Mame FSETPO

| Components icgmments

Ewovo 11.5.6

2V ovvéyela ol EMAEEOVIE TNV GLVOPHOAOYN O oL emBupovpe (fixture.asm)
LETAPEPOUOOGTE GTNV TPLOOACTOTN OMEIKOVIOT] KOl GUVOPLOAOYOVUE TO OKATEPYOGTO
KOUpATL pe Tov oeiktipa. ['a v cuvappordynon Hog eTAEYOLUE TV AVe TAELPA
TOV OKOTEPYOGTOV KOUUATION KOl TNV Ve ETQAVELDL TOL VOGS amd T0, dVO TAUKIOLL
¢ owyovog (fixture removable plate) kaBopilovrog 6t Ba £yovv amdoTaon 3 mm pe
TO OKOTEPYOOTO KOUUATL TPOG TO EMOVE®, EMAEYOVUE TNV UTPOCTH TAELPE TOV
OKOTEPYOGTOV KOUUOTION KOl TNV KAVOVUE GUYYPOLUUIKT HE TNV €60 TAEVPA TNG HLOG
olyovog kol TEAOG Kévovpe ovuypoppkd to péca tov dvo tepoayiov. Telkd m
GLVOAIKY] GLVaPLOAOYN oY PaiveTan oty Ewova I1.5.7

Eiwovo 11.5.7
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Emioy1] 606THUATOS COVTETAYUEVOV THS UNYOAVHS
[Tpoxeyévov vo 0picOVUE TO GUOTNUO GLVIETAYUEVOV TNG UNYOVNG EMAEYOLUE

, omv ouvéyela Select kot T0 cvotnuo cvvretoyuévov Machine Zero. (og
TEPIMTOON OV JEV £YOVE KOTACKEVAGEL EK TMOV TPOTEP®V TO GVGTILLO UTOPOVLLE VL
TO ONUIOVPYNCOLLE EKEVN TNV oTIyun pe Vv emhoyn| Create)

Eriloyn emoaveiog emetpopns T0v KOTTIKOU

[Tpoxeyévou va 0picOVE TNV ETPAVELN ETICTPOPNS TOL KOTTIKOV EMAEYOVUE
otV ovveyela 610 TapdBvpo mov gpeaviletal pmopode vo opicoVE TV EMPAVELN
EMOTPOPNG dnuovpydviag évo véo datum plane, emdéyoviag éva non vmdpyov,
ONUIOVPYDOVTOS Ha eTPAvELD, 1| TEAOG opilovTag TV amdGTAcT) G TPOg ToV Z dEova
pe eopd mpog ta Betikd Z. To televtaio gival kol avtd mov B0 ¥PNGUYLOTOMGOLLE
opifovtag avt) v andotacn ion pe 5 mm. H emedvewn emotpoeng pumopei va
optofel ka1 g KOAvOpog M oaipa (Kuplowg Yoo Kotepyosiec pe UNYOVES e
TEPLOCOTEPOVS AEOVEG).

Telkd 10 TapdBovpo g véag Acttovpyiag aivetal mopakdTo

File

O X

Operation Mame apPoio 5_v'

NC Machine HAAS_MINI_MILL ]
Fisture Setup FIXTURE | ;

General | From/Home | Output

Reference

Machine Zero MACHINE_ZERD

Retract

Surface ADTH1
1

Tolerance

Stock Material Unszpecified R

L (n]4 J [Eancel] lAppIy]

Ewxova I11.5.8

Eniléyovpe OK yu va ohokAnpdcovpe ) onpovpyio g véag Aettovpyiog Ko
LETAPEPOUOOTE OTNV TPlodtdoTtotn oyedioon. Xto model tree epgaviCovior n
Aertovpyia, N UNyovNn, T0 HECO GLYKPATNONG KABMG Kot TO EXIMEOO EMOTPOPNC.
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6. Anuiovpyio KorTIKOY EPYALEIWY

Ta Kotk epyadeio elval 10 TO ONUAVTIKO UEPOC GTOV OPIGUO LG UNYOVIG
Katepyaoiag apOuntikov eréyyov. H yewpetpia tov kontikdv moailel mpotevovta
POAO 6TOV 0pIoUO TV 0KOAOLOIDV. O axpiPng opiopds Tovg mailel onuavtikd poro
1060 otV oYedioon TOV KatePyaoldv OG0 Kol OTIC Katepyaoieg T idiec. Avtd
ovpPaivet yoti po d1popd m.y. 6TV OGUETPO TOV KOTTIKOV UTOPEl Vo Hog dMOEL
SPOPETIKN OApETPO G o omn amd v emBoun. Ta AdBn avtov tov THIOV dev
UTOpOVV Vo, TapoTpnOovV 00TE GTNV YPUPIKN TPOGOUOIMON UG KO QLT TOUPVEL TO
JedoUEVEL Y10 TIS OLOTACEL TOV KOMTIKOV amd 10 Pro/engineer. O opiopdg g
YEOUETPIOG TOV KOTTIKOV UTOPEL va Yivel Le TPELS TPOTOVG EITE TPOTOTOUDVTAS EVOL
amd To £TOa oYedio KOMTIKMV, €ite oxed1dlovTias T0 TPOPIA TOV KOTTIKOV G€ dvo
loTAoELS, £lTe TELOC e TNV OYESTOOT MG AVTIKEILEVOL 1] MG GLVOPHOAOYNOT CE Eval
TPOYPOLLLO TPLGOAGTATNG LOVIEAOTOINOTG.

INo va epgavicovpe to mapabvpo dnpovpyiag KOTTIK®OV epyareiov (Eixovo 11.6.1)

EMAEYOLLE Al oTNV YPOUUn epyoAeiov M amd Tto menu manager Mfg Setup-
>Tooling->Haas Mini_Mill.

File Edit View
|
DeEg f x
Mumber  Mame DOffset Comments
I Apply J I Fevert I l Preview J {ToolWindDwJ
Mame |TOOO1 i
Type MILLING »
Material
Units Millimeter '._v
Gieametty | Settings Eg:;fs BOM
Cutter Diameter: 12
Length: 100
Comner R adius:
Side Angle:
Mumber of Teeth:

Eiwxova 11.6.1
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Mo va dnuovpyncovpe éva véo komtikd epyoieio emaéyovpe File->New. Me
avtov Tov TPOTOo eppaviletar Eva véo komtikd gpyalieio. Eiodyovue oto medio Name
éva Gvopa Yo To KOTTikd pe 1o omoio Ba eppaviletol oTig KoTepyaoies, 10 100G TG
KOTEPYAGTIOG TOV EKTEAEL, TO DAIKO KATOGKEVES TOV (TPOALPETIKA) KOl TIG LOVADES OTIG
omoieg €ival ol OGTACELS TOV KOMTIKOV. AQOV TO KAVOLUE OVTO ELGOYOLUE TNV
YEOUETPIOL TOV KOTTIKOV, HE £VO OO TOVS TPELS TPOTOVG TOL £YOVUE OVAPEPEL, GTNV
ouvveyelo elodyovpe TG pLOUIGELS TOV KOTTTIKOD KOl TIG AVTOXEG TOL OGOV 0POPE TG
TPOMGELS KOl TIG TAYVTNTEG TEPLGTPOPT|G.

Tsowuetpio kortikov

Anpovpyio pe TPOTOTOiNG TPOTHTOV EPYAAELOV

O mo 0koAOG TPOTOC YO TNV EI0AYWOYN TNG YEMUETPIOG EVOC KOTTIKOV £PYAAEIOL
etvar n tpomomoinomn evog mpotdmov gpyaeiov. H ypron avtov tov TpodToL Yo TV
EICAYOYN NG YEOUETPIOG TOV KOTTIKOV &ivol TPOTINOTEPN Yo GUVNOEIS YEWUETPIES
wog kot to Pro/Manufacturing mepiéyel 15 mpotuma epyoaieion yuoo dopopd €idn
katepyaoldv. Emidéyoviag éva amd ovtd Kol SHOPPOVOVTOG KOTAAANAG TIg
JLOOTAGELG TOV UTOPOVLE VO TAPOVLE TO EPYOAEIO TOV EMBVUOVLE.

O kB¢ évag amd tovg 15 TOmovg epyaleimv Exel £var GULVOAO TOPAUETPOV Ol OTTOTEG
npénel va puOpotovy. Ot kupltotepes amd ovTég eivor 1 SIGUETPOS TOL KOTTIKOV
gpyareiov (Cutter Diam), to pnxog tov (Length), m oktiva xoumvAdTNTOG TOL
(Corner Radius), n yovid Tov kontuko¥ (Side Angle), n yovid g aKpIng TOV KOTTIKOD
(Point Angle) xot o oplOudg TOV OOVIIOV TOL KOMTIKOV. To YEOUETPIKA
YOPAKTNPLOTIKE QatvovTal ypoaewkd oty Euwova 11.6.2 .

CUTTER_DIAM

SIDE_ANGLE

LENGTH

CUTTER_DIAM

LENGTH

FEixovo 11.6.2
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Anpovpyio pe oyedioon 6€ 2 S106TACELS

H onpovpyio kontik®dv pe oxediaon o dVo SUGTACELS TPOTILATAL OE YEOUETPIES
KOTMTIKOV Tov dgv elvar ovvnbels. e va dnuovpynoovpe €vo T€TO0 KOTTIKO
emiéyovpe Edit->Sketch. Eméyovtag avtd ot koptéia Geometry kpOfovtal to
nedio mov o ypdooue TIC O100TACES KAOE YOPOKTNPIOTIKOD TOV KOTTIKOV KOt
epoaviCeton éva kovuni (Eixovo 11.6.3).

Speeds _

Geomsty | Settings Y

BOM

Eiwxovo 11.6.3

Emiéyoope Sketcher kor petagepopocte oty dedidotarn oyediaon Omov
oyxedralovpe 10 0e&l od g Toung tov komtikov. Ilpémel oe avtd to onueio va
npocégovpe dvo onpeia:

e To tpuqua avtd mpénel va eivar 6e&1d (Ko povo) tov dEova GuupeTpiog, o 0moiog
elval Kotaxopveog.
e To tunpa mov Ba oyedlaotel Tpémet va eival Eva KAEIGTO GyLLa.

"‘Eva xomtikd epyodeio mov €xel oyxedlactel oe 2 daotdoelg gaivetal otnv Ewova
11.6.4

Eiwxovo 11.6.4
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Anpovpyio pe oyedioon 6€ 3 S106TACELS

H dnuovpyla xomtik®dv pe oyediaorn o€ Tpelg SlOGTAGES TPOTIUATAL Yol TNV
aKpPn ovoTapACTACT TNG YEMUETPIOG TOV KOTTIKOL KO TOL HEGOV GLYKPATNONG TOV
KomTkoV otnv unyovn (Eixove 11.6.5). T va giodyovpe évo avtikeipevo (KomTikod
epyoareio) mov €xel povtelomombei oto Pro/Engineer emidéyovpe File->Open tool
library->By Copy kot 6tnv cvveyeio emAEYOVLE TO OVTIKEIIEVO TTOL BEAOLLLE.

FEixovo 11.6.5

INo va propécovpie va glodyovpe €va T€T010 avTikeipevo Bo Tpémetl va 1oyvovy ta

TOPAKATO:

o Jlpémel o1 S0OTACELS KO Ol TAPAUETPOL TOV OTTOLTOVVTIOL Y10 TOV AP OPIoUO
TOV KOMTIKOU vo. €yovv egloaybel pe to Ovopa Tovg otV oyediacn Tov
OVTIKELLEVOD .

e To chomua cuvtetaypuévov Tov komtkol va &yxel 6vopa TIP kot o dEovag z va
toutiletor pe Tov aEova TEPIGTPOPNG HE T OETIKA TPOG TO ECMWTEPIKO TOV
epyareiov.

"Eva mopddetry o T€T0100 KOTTIKOV QaiveTol TapakdTto

length

03 " . TIP

Reorner radius

@ cutter_diam

Eiwxovo 11.6.6

Emijoyéc komrikov

g autn ) Kaptéha gledyovtal o apBpdg Tov kKortikov (Tool Number), mov eivan
0 apBuog mov OBa eEaybel oTIC OALAYEC TOV KOMTIKAOV, TO HETPO TOL UNKOVLS TOV
Komtiko¥ otovg d&oveg X ko Z (Gauge z , x Length) kaBd¢ kot Tuydv oyodia yio to
epyoreio (Comments) . TéAog o€ ot TNV KAPTELD KATOYMPEITAL TO OV TO KOTTIKO
etval Hokpy €161 MOTE €AV YPNGILOTOOVVTOL TEPLOTPOPIKOL AEoveS, TO epyaleio va
amopakpLuvOel oe po Béon aceareiog.
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Opia wep1oTPoPns Kol TPOW oS

Ye autn TN KoptéAo €layovionl To Oplo. HEYPL TA OToio. TPEMEL VO KIVEITOL TO
komtikd. Edv ta vmepPel 101 gpeoavietar ppvopo AdBovg (owtég M emAoyEg
epapuolovior povo eqv €yovv eloayBel T VAIKG TOCO TOV TPOG KATEPYOGIO
KOUHOTIOD 0G0 Kol TOV KOTTIKOV £PYOAEIOL).

Me Bdon 1o mapoamdve Onpiovpyovue éva KOMTIKO epyaAieio To  omoio
dnpovpyeitan pe tpomomoinon tov rpotvmov Milling. ‘Etot eiodyovpe og dvopa 9mm
emAéyovpe Type Milling xou ot povadeg pog eivar mm. To xomtikd mov Oa
YPNOULOTOUCOVLLE Y10, TIG KATEPYUTIES £XEL TIG €ENG Ol00TAGELS:

AwgpeTpo 9mm
Mnxkog 30mm
Ap1Opog dovtimdv 2
ApBuog kontikov 1

File Edit View
O X
Nurmber = Mame Offset Commehts
1 EIT
il T ool winidow
Mame Srom B
Type MILLING 3]
Material
Urits Millmeter []
Geomety | Settings| EF25%- | oM
Cutter Diameter: g
Length: 30
Comer Radius:
Side Angle:
Number of Testh: 2
It
Ewcova 11.6.6

Aol ewodyovpe TG Olaotdoels emAéyovue Apply ko emoavorapfavovpe v
drdikacio autn pEYPL va elcdyovpe OAa To KOTTIKA. MOAMG £xovpe OLOKANPDOGEL TNV
dwdwkacio ovti emAgyovpe OK Kot emotpépovpe 6to TEPIPAALOV KATEPYATING.
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7. Hapaustpol karepyoociog

Koatd v dbpkea ¢ dnuovpyiog twv akoAovbiov aptlBuntikod eA&yyov givon
aropaitnm N ewcayoyn tapopétpov (Ewova I1.7.1), ot onoieg Ba kabopicovv 1660
ToPapETPOVS Asttovpyiag g pnyovig CNC, 6co kot moapapétpoug mov oyetiloviot
pe v Kivnon tov Komtikov. OAeg ot TOPAUETPOL £X0VV OUMG AUECT] GUVOEST UE TIG
dvvatotreg ¢ unyovng CNC. Ot mapapetpot maipvouv gite apOunTikés TIHEG OTMG
OTOCTAGELG, €ite Mpoemleypéves TEG. Mepikég amd avTég TIG TaPARETPOLS Etvat M
TOOTNTO TPOMGNG, M TOYVTNTO TEPIOTPOPNG TN OTPAKTOV, TO PAB0g KoM G KOOMG
KOl O TPOTOG LLE TOV OTTO10 KIVEITOL TO KOTTIKO KATA TNV KOTEPYOSio LAS ETPavENG.

> ovveyeia Oa eetdoovpe Eva aplOpd TOPAUETP®OV Ol OTTOIEG ATAVTMOVTOL GTIV
TAEIOVOTNTO TGOV 0KOAOLOOV aplBuntikod edéyyov. [lepatépw avapopd yio Tig
EMOPACELS TOV TOPUUETP®V oTNV Kotepyosio Ba yivel ko kotd v odpkela g
dNpovpyiog TV aKolovoidV.

Onwc 6o dovpe Kol TOPOKATO Y Aoyoug €vkoAiog oto Pro/manufacturing ot
TAPAUETPOL £Y0VV dVO TPOTOVS epPdvions. Me tov mpmto (Simple) speavifovton
UOVO Ol amopaiTNTEG TOPAUETPOL Yo TNV dnpovpyior g kabe akoAovBiag. Me to
devtepo (Advanced) gpeavifovtar 6Aeg o1 TOPAUETPOL TOV UTOPOLV Vo KoBopiGovV
Vv akolovBia. Ot Tipég Tov eivon amapaitnTe Yo TNV dnuovpyio pog akoAovdiog
aplOuMTIKOL eAEYYOV £xouv TN -1 evd Ol GAAEG TTOPVOLV TIC TPOETIAEYUEVEG TUUES
oL €ivot cLVNB®G Kot AVTEG TTOL YPTCLOTOLOVVTOL.

File Edit View

Face Miling

Manufactuing Parameters |~

- Names

= CUT OPTION
SCAN_TYFE TYPE_3
CUT_TYPE CLIMB
STEPOVER_ADJUST YES
TRIM_TO_WORKPIECE O
CUSTOMIZE_AUTO_RETRACT VES

= CUT PARAM
STEP_DEPTH 1
TOLERANCE oo
STEP_OVER 1
TOOL_OVERLAP -
NUMBEF;_PASSES 0
ONE_PASS_DFFSET
BOTTOM_STOCK_ALLOW
£%15_SHIFT
CUT_ANGLE
END_OVERTRAWEL
START_OVERTRAVEL
INITIAL_EDGE_OFFSET
FINAL_EDGE_OFFSET
NUMBEFR_CUTS

i FEED

= MACHINE
SPINDLE_SPEED 1
SPINDLE_SENSE ow
MAX_SPINDLE_RPM
SPEED_CONTROL CONST_RPM

SPINDLE_RANGE NUMBER
RANGE_NUMEER 50
LINTOL
CIRC_INTERPOLATION ARC_ONLY
NUMBER_OF_ARC_PTS 1
COOLANT_OPTION OFF
COOLANT_PRESSURE HIGH
FIxT_OFFSET_REG
COORDINATE_OUTPUT MACHINE_CSYS
END_STOP_CONDITION NONE
OSETND_VAL
Z_GAUBE_DFFSET
= ENTRY/EXIT
CLEAR_DIST 1
PULLOUT_DIST
INTER_RET_HEIGHT

LEAD_RADIUS 0
TANGENT_LEAD_STEP 0
WNORM&L_LEAD_STEP 0 v

Aleernative contrel poirk tool offset register

G < 10044

Eiwova 11.7.1
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Ot mapdpetpor Katepyooiag elvar yopiwopévolr oe €61 koatnyopiec. Eivor ot
nmopdpetpor komng (Cut params), ot puOuicelg g komng (Cut option), o1 wopdpeTpot
npowong (Feed), ot mapdpetpor g unyovng (Machine),to ovépota (Names) Kot ot
mopapeTpot 10000v £€600v (Entry/Exit).

Ot TpmdTEC OLO KaTnYyopieg peTafdiroviar avaioyo He TO €100¢ TG akolovdiog
aplOENTIKOL EAEYXOV VM 01 LTOAOUTES TPELS £ival oTaBEPES Y1oL OALL.

H xomyopio ovopdtwv mepiéyel 4 pvbuiceig mov kabopifovv o ovopoto TV
apyeiov B€ong tov komtkov (CL file) mov Ha dnpovpynBovv yia v akoAovbio.

H xoammyopia mapapétpov e166d0v £6d0v mepiéyet pubuioelg mov kabopilovv tov
TPOTO Kivnong ToV KOTTIKOL KOTA TNV O1EPKELN TOV KIVIIGEDV E160J0V Kol ££600v. Ot
Kuplotepeg amd avtég eivar n amdotaon aceareiog (Clear Dist), dniadn n amdcTtoon
oToV a&ova Z TPOKEEVOL va Ppebdel moveo amd To aviikeipevo KabMS Kol 01 YOVIEG
€166000L Kat £600V.

H xatnyopio tov mapapétpmv g unyavng mepiéyet pubuicelg mov tpocdtopilovv
emhoyég mov agopovv v unyovy CNC. Avtég mepriroppdvovv v taydnto
meplotpoPnc ¢ atpaktov (Spindle speed), v @opd mepiotpoeris ¢ (Spindle
sense), T0 GUOTNUO GULVIETAYUEVOV TNG akoAlovBiag, v evepyomoinom M Oyt G
OVTIOTAOLOTG TOV KOTTIKMV, TNV Topoyn N Oxt Tov yuktikoH vypov (Coolant option)
kot v mieon tov (Coolant pressure).

H xamyopia tov mapopétpov npdmong mepiéxel pubuiceg mov kabopilovv v
TOYOTNTO KIVNoNG TOV KOTTIKOV KOl TIG LOVAOES LE TIC OMOleg UETPETOL 1) TayOTNTOL
avt. Mepikéc amd TIC TOPAUETPOVS AVTEC eival M TaxLTNTA TPOMONG KATA TNV
katepyacia (Cut feed), katd v anopdkpvvon tov kontikov (Retract feed), katd tnv
duapkela g Kivnong oe 10E0 (Arc feed) kot katd v didpkela ektédeong fubiong .

O1 puBuicelg komng EAEYXOLV TAPAUETPOVS TOV APOPOVV TOV TPOTO NG Kiviomng
TOVL KOTTIKOV oTO Oplo. TOL YDPOL oL YiveTol 1 Katepyaoio. Ot mapdpeTpor avTég
pvOuifovv Tov TpodMO NG Kivnong katd v dwdpketa TG Katepyasiag (Scan Type) kot
TO10 TUNHa ToL dokipiov katepydletarn (trim to workpiece, rough option)

Téhog o1 TapdpeTpotl KOmNG EAEYYOVV TOPAUETPOVS OV APOPOVV TO PABOC KOMNG
(Step depth) 1 tov apOud v mepacudtov (Number of cuts), To gldyioto Pabog
komng (Min step depth), Tnv T0GOTNTO AKATEPYAGTOV VAIKOV TOV TPEMEL VO ATTOUEVEL
0€ EMAEYUEVEG EMPAVELEC, TNV YOVIA oL Oa oynuotilel n mopeia TOL KOTTIKOD HE
tov a&ova X (Cut angle) kot v emkdAvyn TOV KOTTIKOV KATE TNV KOTEPYATiaL.
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8. Anuiovpyio arxoiovOiddy

Aol €&yovpe dnuovpynoel po Agttovpyios UTOPOVUE VO KOTOUOKELAGOVUE TIG
axolovBieg apBuntikod eiéyyov. Ov akoAiovbieg apBuntikod eréyyov elvar éva
OUVOAO EVIOAMV TOL £€YOVV G OKOMO TNV KOTEPYAoio. WG TEPOYNG UE
OLYKEKPIUEVES TapapéTpous. [ va dnpovpyncovpe pia véa akoiovdio emdéyovpe
and to menu manager Machining->NC sequence. v 006vn pog epeavileton &va
oUVOAO 0KOAOVOIDV apBUNTIKOD EAEYYOVL TOL UTOPOVV VO KOTAGKELOGHOLV KOOMDG
Kol 0 0plOuoc v aEOVeV e Toug omtoiovg Ba yivel ) kotepyasio (Ewova 11.8.1).

p MANUFACTURE

p MACHINIMNG

MNC Sequence ~

w MACH ALK

iirirng
Alciliarsy
User Defined

Local r4ill
Surface Mill

Face

Profile
Pocketing
Trajeckory
Holemaking
Thread
Engraving
Flunge
Foughing
Re-Roughing
Finishing

Done

ik
Eiwxovo 11.8. 1

Eniléyovtag éva amd autd ta €10 kotepyacidv Kol tov oplud tov advav pe
tovg omoiovg Ba yiver n katepyacio emiéyovpe OK kot petapepdpacte 6to pevon
eEMAOYOV 1TNG okoAovBiog. Edm emdéyovpe tic mAnpogopieg mov Oéhovue va
gwodyovpe yoo v omuovpyiae ¢ axkoiovBioc. H miewovotmra €€ avtdv €xet
TPOULPETIKO YOPOKTNPA HIOG KOL COUTANPMOVOVTOL GUTOUOTO KOl VTAPYOLV Y10, TNV
KaAvTepn pubuion g akoAovBioc. Ta onpavtikdtepa €€’ avtdv givat T0 dvopa g
KOTEPYAGING, TO GYOALQ, Ol TOAPAUETPOL TNG KATEPYACINS, TO GUGTNO CUVTETAYUEVMV
Kol T0 KOTTikd gpyaieio g akorovdiog.

Aol ohokAnpocovpe Tig emAoyég pog matdpe o OK kot gppaviCetal n Tpd
amd TG emAoYEG pog. A@ov, Ommg Oa doVUE Kol TAPOKAT®, GUUTANPOGOVUE TIG
OTOLTOVUEVES TTANPOPOPies elpooTE £TOHOL VO dOVUE TNV TOPEID TOL KOTTIKOD M
omoio. ovtiotoyel oto dedopuéva to. omoio ewcaydyape. Amd to Menu manager
emiéyovpe 1o Play path. Mg v emtloyn avt gpeoaviletal éva vEo HeVoL LE TPELG
eMAOYEG.
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IMo va dodpe TV YpaQIKn ameEKOVIOT TG KIVoNG TOV KOTTIKOL GTO TTEPPAALOV
tov Pro/manufacturing emAéyovue Screen play. Tote eppaviCeton to mapdbvpo

eréyyov (Ewxova 11.8.2). Edv 6élovue, emhéyovtog to kovumi iuﬂﬂ ™G YPOUUNG
epyoreiov epeaviletal 1o Tapdbuvpo TAnpoeopldv Katepyaciag (Ewxova 11.8.3), 6nov
UITOPOVLLE VO SovpEe TO ornpeio Tov PpioKeTal TO KEVTIPO TOL KOTTIKOV O GXECN LE TO
onueto undév, kabmg kot GAleg TANpoPopieg OM®S TO GVOU TNG UNYOVNG KOl TOL
onueiov pndév. Emdéyovtag éva omd oavtd pmopoldue vo, SoOUE Kol EMTAEOV
TANPoPopies Yo KAOe Eva amd ovTdL.

b & [ [ J [ ] J
Position Cutting Tool
Digplay Speed
d

Slow Fast
Ewova 11.8.2

A Manufacturi ng Info
Status | Tool Path Info |
| Operation: |TESTT | Sequence: |Pocket Milling
Hms, Mil [ Tool JamM (1)

5 [ Mach Cays: 4050 (MF1) | SeqCays [ACS0 (MF1)

[ _Status: : T ool Path Infao
. 17.0000000000 Feedrate: N/
: 380000000000 Coolant; M2
i 5.0000000000 Fix Register: Mt
[ 0. 0000000000 Spindle: MAA
L 00000000000 Cutcon; MR
K (1. 0000000000 Cutcom Feog: M/
Ewcova 11.8.3

IMa va dobpe TV Ypapikn mpocopoimon ¢ kiviiong tov komtikov emaéyovue NC
Check kot petapepopocte oto tpdypappoe Vericut. Emiéyoviog to ™ pnopodue va
dobue v mpocopoimon g komng. Ileportépm mAnpoeopiec yw to mpdypoappa
Vericut mopoatifetol oe en6UEVO KEQPAAMIO.

Edv n ewodva 1660 amd v Ypapikn TpocoUoimon (oG KAAVTTEL TOTE EMAEYOVLE
Done Seq kot oAokAnpadvovpe v dnpovpyia e akolovbiog. Eqv oyt pmopodue va
TPOTOTOMGOVIE TIG TOPOUETPOVS EMAEYOVTOS Seq setup kol TO  GET TOV
TANPOPOPLOV TOL BEAOVLE VOL TPOTOTON|GOLLLE.
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9. Arolovlia kazepyacioc tpocwmov (Face)

H npdtn amd tic axolovbieg apBuntikon eréyyov mov Bo dnpovpyncovpe givor 1
akolovBio pe ™V omoio Bo KOTEPYNOSTOVUE TO TPOCOMTO TOV OVTIKEWWEVOL. €O
npdcsono opiletar 1 empdvela mov ivon mapdAAnAn oto eminedo XY ko Ppiokeron
oTNV TAV® TAELPE TOV TPOS Katepyacio kKoppotov (Ewova 11.9.1). H xotepyacia
Tov givan pa Katepyoasia 2.5 a&Ovov Kot KoTd TV OldpKeLd avTiS TG akolovbiog To
KOTTIKO gpyolieio ektelel S1000yIKE TEPACUATO TAVD OTO TNV EMPAVELL TOV TPOG
KOTEPYAOIO KOUUOTION, amopokpOvovTag KAOe gopd pia empdvela pe miyog 660 10
BaBog xomnc.

FEixova 11.9.1

Kotd v dudpkeld g KOTEPYOSIOG TOV MPOGMITOL TOL OVTIIKEWEVOL Ol
TOPAUETPOL TOV TOHLOVV GNUOVTIKO POAD glvat :

Clearance edge
Trim to work piece

¢ H taxtikn katepyaociog g emwpaveiog (Scan type)

e H yowvid xommg (Cut angle)

¢ H gnwdivyn tov komtikov (Step over, number of passes, tool overlap)
e H pvOpion g emkdAvyng (step over adjust)

e H andéxion and axun (one pass offset, initial - final edge offset)
o To Baboc xomng (step depth)

e To mdyog Tov akatépyactov vroloimov (Bottom stock allow)

e Start over travel end over travel

e Approach distance

e Exit distance

e Entry edge

[ ]

[ ]
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H raxnixy katepyaoiog e empaveiog (Scan type)
H mopdpetpog avtn eA&yyel Tov TPOTO LLE TOV OTTO10 KIVEITOL TO KOTTIKO TAV® GTNV
AKOTEPYOOTT EMPAVELN KOl TOIPVEL TIG €ENG 4 TIUES:

0 Type 1 omv omoio TO KOTTIKO KIVEITOL GTNV EMPAVELN 0KOAOVODOVTAG TNV (POPA
de&1d aplotepd

0 Type 2 otnv omoic T0 KOTTIKO KLVEITOL OUON LE TOV TPMOTO TPOMO, LOVO TOV
katepydletan Eeymplotd KaOe COVN TOL AVTIKEYEVOUL.

0 Type one dir otnv omoia to KOmTIKO KOTEPYALETOL LOVO GTNV KiVNOT KOTA TNV Lo
Qopd Ko amopakpHVETOL LETAED TV O10O0YIKMV TEPACUATMV.

0 Type spiral otnv onoia £yovpe oTEPOEWN Kivon TOL KOTTIKOV.

H ywvid korne (Cut angle)
H mopdpetpog avt) eAéyyet ™ yovid Kivnong Tov KOTTIKOD GE GYECTN WE TOV
a&ova X.

H emkdloyn tov kortikod

O éleyyog ™G EMKAALYNG TOL KOTTIKOV YIVETOL LE TPELS TPOTOVS EIGAYOVTIOG TNV
amooToon Heta&h Tov KEVIPOL TOL KOMTIKOD KaTd TNV dtdpkeLd TG Kivnong tov (Step
over), TNV ETKAALYN NG Topeiog Tov KomTikov kotd TV kivinon tov (Tool overlap),
N tov apBud tov mepacpdtov mive oty emwpdvelo. (Number of passes). Edv n
mopdpetpog number of passes mhper v T 1 tOTE YiveTow €va TEPOCHO TOL
KOTTikoV o€ kdbe PdBog 010 PéGO TG empaveiog

H pbOuion ¢ emrxdioyng (step over adjust)

H mopdpetpog avt eréyyel v mOPAPETPO step Over UEWMVOVTAG TNV Kot
TPocHETOVTOG £vo TEPAGLA OKOUO £TGL MGTE VO TEPVH KOVTA OTIG OPYIKEG KOl TEAKES
OKULES.

H évvola tov mapandve toapopétpov eaivetar oty Ewova 11.9.2

TOOL_OVERLAR |

MACHINED ft- n =
CUT_ANGLE
SURRALZE \ -

I

STEP_CVER |

TOOL .

NUMBER_PASSEES = 3

Eiwxova 11.9.2
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H andrxrion ard axun

Xe OUTN TNV OIKOYEVELD TOPAUETPOV €10AYETAL 1 oOKALo (BeTK 1 apvnTiKY))
Vv omoia Ba €xel TO KEVIPO TOL KOMTIKOV HE TNV OKUN Opyns M TEAOLG M| OTNV
mepintwon mov To number of passes mwapel v Ty 1 v péon tov dokipov (Eixovo
11.9.3).

FIMAL

EDGE 1 MACHINED SURFACE SITIAL

1 EDGE

-—t
+ | - —-—

Ll A NITIAL_EDNGE_OFFSST

OME_ PAZS_QOFFZET
Eiwxovo 11.9.3
To Béboc xornc (step depth)

To Ba&Bog komng kabopilel 1o whyog Tov VAKOD oL Katepydletal kdbe opd TO
KOTTIKO epyaieio.

To mayoc Tov akoTépyaotov vroloirov (Bottom stock allow)
H mopdpetpog avty oavimpoo®mevel T0 TAYOG TOL VMKOD TOV  OQVOVUE
AKOTEPYOOTO GTO KOUUATL TPOKEWEVOD VO KATEPYOUOTEL G€ ENOUEVO GTAD1O.

TOOL

WORKPIECT MATERIAL

o |-

[+

A\\\\\\\\\\

Eiwxovo 11.9.4

STEP_DEFTH

Approach distance & Exit distance

H mapdpetpog avt ehéyyel v €mmAéov amdGTOGN TOV KOTTIKOV OO TV OpyN
TOL KOUUATION KOTA TNV SAPKELRL TOV TPADTOV 1) TOV TEAELTAIOV TEPAGLATOS. ANAOT
KT TNV €16000 TOV KOTTIKOV GTO KOUUATL Kol KaTd TNV ££000 TOV.

Start over travel end over travel
H moapdpetpog avt)y xobopilet v  omOpAKpPLVON TOL KOMTIKOV Omd TO
KatePYULOUEVO KOUUATL KATA TNV SIUPKELL OAMV TOV TEPAGUATOV.

Entry edge & Clearance edge
H moapdperpog avt eléyyet to onueio and 10 omoio petrpovvion to Approach
distance Start over travel kot Exit distance end over travel.
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1. APPROACH_DISTAMCE + START_OVERTRAWVEL
2. EMD_OVERTRAVEL

3. 5TART_OVERTRAVEL
4. EXIT_DISTANCE + END_OVERTRAVEL

ENTRY_EDGE = CENTER
CLEARANCE_EDGE = CENTER

X

X

MACHINED SURFACE

TOooL

[——]

Trim to work piece

Eiwxovo 11.9.5

[+

Avt) N emdoyn eAéyyel to €Gv M mopeio. TOV KOMTIKOV Bo TPOGOPUOCTEL OTIg
SO TACELG TOV TPOG KATEPYAGTO KOUUOTIOV.

Anuiovpyio tng arxolovlioc KaTEpYaciac TPoGOTOV

IMa tov KaBapiopd g em@aveiog Tov aKaTEPYUSTOV KOUUATIoH B ektelécovpE
dvo dradoykd mepdopata. To éva Ba etvar yio v ekydvdpion g entpaveiog Kot To
dEVTEPO Y10 TNV AmOTEPAT®ON TNG. Onwg eldALE KO GE TPONYOVUEVT] EVOTNTA Y10l VO
onpovpynoovpe po véa akoiovbio emdéyovpe Machining->NC Sequence->Face-

>Done (Ewova 11.9.6).

Auxiliary
User Defined
Yolume

Local mill
Surface Mil

Face

Prafile
Packeting
Trajectory
Holemaking
Thread
Engraving
Plunge
Roughing
Re-Roughing
Finishing

Done
Cuit

Eiwxovo 11.9.6
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210 pevov mov pog epeaviletor epovtiCovpe va givor emieypéva to: Name,
Comments, tool, parameters, surface, coord sys ko retract (Ewcéva 11.9.7). Apov yiver
avtd emiéyovpe o Done.

Play Path
Custarnize
Seq Info
Done Seq
Mext Seq
Quik Seq
SETUP

Marne
Comments
Taol
[] attachment
Parameters
Coord Sys
Retrack
Surfaces
[ 5tart Paint
[ Build Cut
[ start
[Jend

Done

Guit

Eiwxovo 11.9.6

Ye autd 10 onueio oto KAT® UEPOG TOL TapabOPoL eneavileTon Eva mEdi0 TOL
neplével To dvopa g akolovbiog mov BEAovpe va dnovpyncovpe (Eixova 11.9.7).
Ewsdyovpe Face Rough kot matépe Enter.

L/
o Enter NC Sequence name []: asdasd
& Select surfaces of a model to be machined.

* Computing tool path For ASDASD (NC Sequence #1). . .
& Check mark any optional or pre-defined elements you wish ko specify.

o Enter NC Sequence name [J:| Face_HougH

Eiwkove 11.9.7

AoV opicovpe to dvopa g akoAovBiog eppaviCetar éva mopdBvpo cto omoio
UTOPOVUE VO ELGAYOLUE TOL TVYXOV OYOAL TOL Eyovpe Yia TV akoiovbia (Eixova
11.9.8). MOAMG OMOKANPAOGOLUE TNV ElGAYOYN TV GYoAlwv emAéyovpe OK.

“ZINC Sequence Comments:
Flle Edit
Cadlab Tuc

Ewova 11.9.8
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v ovveyeio epeavifetor 10 mapabvpo dNUOVPYING KOTTIKOV. XE OVTO TO
mopdOvpo emAéyovue mowo KOomTkOd eivor owtd mov Bo kdver v axoilovbia
apBuntikov eréyyov. Emléyovpe 1o kontikd pe dvopa 9mm ko matdpe OK.

e avto 10 onueio o Pro/manufacturing pog (ntd va g16dyovpe T1g TOPAUETPOVS
katepyaoiag. [a va 1ig eicdyovpe emdéyovpe Set mpokeévov va eppaviCoope to
mopdOvpo e10ay®yNS TV TOPAUETPOV. AAALoVUE AOITOV TIG TAPAUETPOVS £TCL MOTE
va €ovpe Vv emBount) mopeion Tov KomTikoD. Ot aAhayéc avTéG Qaivovial GTov
TOPOKATO TIVOKOL.

HopapeTpog Hponyovpévy iy  Néa Tipn
Cut feed -1 400
Step depth -1 1
Step over -1 14
Bottom stock allow - 0.2
Cut angle 0 90
Scan type Type 3 Type 3
Spindle speed -1 6200
Clear dist -1 5

AP0 0OLOKANPOGOLUE TNV EICOYOYN TOV TOPAUETPOV KAEIVOLUE TO TApABLPO Ko
emiéyoope Done. Xmv ovveyeio pog Onteiton va emdéloovpe 10 cHotTnua
ouvieTaypévoy pe Paon 1o omoio Oa yiver  akoAiovbia. Emiiéyovpe Aowmov to
Machine Zero. X1 cvvExelo EMAEYOVUE TO EMMEDO EMGTPOPTG, eMAEyovTag Select
kol v datum ADTM1 koaw OK

Téhog pog Onreitanr va meprypdyovpe tov 6yko mov Bo Katepyaotel T0 KOMTIKO.
Avtd pmopel vo yivel elte emAEyovTOg MO EMPAVEIL TOV HOVTEAOL, E&ite
Kataokevalovtag Tov YKo pe kamoto feature tov Pro/E 6nwg extrude sweep k.A.m. .
Epeig emiéyovpe 10 Model kar Done. Emidéyovtag v ve empdvelo. Tov LOVTEAOD
(Emcova 11.9.9) ko Done €yovpe ohokAnpmacel v pHbuon g akoAiovdiog

L

st I Sacprcn sara [} Face_rine
%pmr‘ STER VR greates than CUITTER_BoAR
w o e e
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21 ovvéyewo BEAovpe va eAéyEovpie edv 1 KIiviom TOL KOTTTIKOV €ival 1KoV MOTE
vo Kotepyaotel To GUVOAO NG empaveiog mov emALEae. XTO [EVOD TOL LOG
eppaviCetar Aowmdv emdéyovpe Play path xou screen play. MoMc 1o emidéEovpe
epeavifetar £va TAOIG10 TOV Lo TANPOPOPEL OTL 01 GTPOPES TG ATPAKTOV gfvorl TAVE®
and Tig péylotes empenteg oo v unyovn CNC mov €yovpe kotookevdoel. AQov
Kieloovpe 10 mOPaOLpo emAEyOLUE TO [b vy vo doOUE TNV Topeia Tov

komtwko¥ (Ewxova 11.9.10), m omola gaivetal cov KOKKIVN YPOLUUN.

Ewéva I11.9.10°

Ewcéva I1.9.10°

Amo po TpdOTN potid Topatnpodue OTL 1 mopeion TOV KOTTKOD €ivol opKeTd
TOAVTAOKN Kot TOAvVAS aeNVEL OKATEPYOSTO €vo  KOUUATL TOL  doKiiov.
[Mapatnpodpe, emiong OTL T0 KOMTIKO KATEPYALETOM TNV EMPAVEWDN, KIVOOUEVO
mapaiAnio otov d&ova Y. Avto avédvel Toug vekpos ypdvous, OMAadT Toug ypovoug
KOTO TNV SLOPKELN TV OTOIMV d€ YIVETOL KOTEPYATIOL.

Mo va BeParmbodue, wg mpog 10 devTEPO OKELOG, Ba EKTEAEGOVUE M0 YPAPIKY|
Tpocopoimon ¢ Komg e to tpdypappo Vericut. Emdéyovpe Aowmdv Play path won
Nc Check. Emréyovrac ®  yivetar n mpocopoiowon g komf¢ Kot moipvovpe v
€ENg ewcoVa Yo TNV KOTEPYAGTOL.
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WL VERICUT 5.311 by CGTech - cetpro. usr (Millimeter).

i 6] & B/ )
im0 4] 2w 3 X

VR VIEW 1 - Stock 1 (Waorkpiece)

wa—rraia

fv-unnngji...zgm -

Evtrich L inigglan
/
1
1,
{
/

P R | X@wickiatimigin

Meydro pépn tov dokipiov mapatnpovpe Ot dev £xovv katepyaotel. Ot meployég
pe KOKKIVO TEPTYPOILO. LTOPOVY VAL KOTEPYOSTOVV AAAALOVTOG TNV TOPAUETPO scan
type, pog kot govtog emheypévn v tiun Type 3 10 komtkd katepydleton pdvo Tig
Cdveg KAt amd TIC Omoieg LAPYEL EMAEYUEVN EMPAVELD, AYVODVTOAG TIG VITOAOUTES.
AMGLovTag AoV TV TapAUETPO AT Bo PTopovuEe va £(OVUE KATEPYATIH KOl GE
exelveg TIc mePLoyEs.

Ot mepoyéc pe mpaovo meptypappo etvor meproyec mov ogv Eyovv Kotepyoohel
AOY® TOV YeYOVOTOG OTL Oev VILAPYEL KAT® amd oVTEG PEPOG TOL TEAIKOV KOWUOTLOV.
Avto pmopei va dopbmbetl aArdlovtag v mapdapetpo trim to work piece o Yes.

Ot meploy€g mov vodekvbovtat [ Kitpvo BELOG dev £xovv Katepyachel Adym Tov
peydrov step over. To step over omnv mepintmon pag eivar ico pe 14, pe Paon tic
Sl0OTAGELS TOV KOTTIKOL OV EYOVLLE TO step over umopei va mwapet Tiun péypt 9 mm.

YVVOTTIKA Ol OAAOYEG TOV TPEMEL VO KAVOVLUE OTIS TOPAUETPOLS Guvoyilovtan
GTOV TOPOKATO TIVOKOL.

Hapdaperpog Mponyovpévny Tin;  Néa Tipn
Step over 14 4,5
Cut angle 90 0
Scan type Type 3 Type 1
Spindle speed 6200 3000

Trim to work piece No Yes
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Mo va aAAGEovpe TIg TApAUETPOVG EMAEYOVUE seq setup Kol GTO KOTAAOYO OV
pog epeaviCetar emAgyovpe to parameters->Done. Apobd aAldEovpe TIC TAPAUETPOVS
N Topeia ToL KomTKoV etvan 1 €&€Ng.

Eixovo 11.9.12

TUVERICOT 550 iy CGTech - Cetpra s (Miierer)

il View ko Model Selp Anahvsis OpsPath |delp

@8 @ BB & e e &0 o of ml@ eI g% olelaalx @ %1 e w0 v ie 8l E 86 o R g
2 2| | 3fpw =] %]

Ewxcova 11.9.13

Amo ™ oTiypn MOv M KOV TNG KATEPYOSIOG EKYOVOPIOTNG TOV TPOGMITOV TOV
OVTIKEWWEVOL UG KoAOTTEL, emidéyovpe Done seq yio vo OAOKANp®OGOLUE TN
dnuovpyia g kotepyaciog. Mmopode ové TOGA GTIYUN VO TPOTOTO|GOVUE €K
véov TV akolovBia emdéyovtdg v pe de&l KAk kon miéCovtag to Edit definition.

Téhog, emAéyovtoc Machining-> Matrl Remove-> Face Rough->Automatic->
Done-> Autoadd->OK pumopovupe vo a@opEGOvUE amd T0 OKATEPYAUGTO KOUUATL TOV
OYKO TTOV KOTEPYUOGTNKOLE.
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2V ovvéyeln KoTaokevalovpe, OTOC KAVOUE KOl TOPOTAve pio oKoAovBio
KOTEPYASIOG TOL TPOGMTOV TOV OVTIKEWEVOL Y10 TNV OTOTEPATMOT TNG EMLPAVELQG.
Ewodyovpe g 6vopa Face Finish, emdéyovpe 10 1610 komTiKd kot o010 TAGGLO
eMAOYOV ToVv Tapauétpov emdéyovpe Use prev. H emloyn oavty 0éter tig
TOPOUETPOVG 101EC e OVTEG HOG TPONYOLUEVNG Katepyaoiag, aAlalovpe emimAéov
OUmG Ko T1G €€MG TOPAUETPOLG,.

Hoapaperpog Hponyovpévn iy  Néa Tipn
Cut feed 400 300
Step over 4,5 2
Bottom stock allow 0.2 0
Spindle speed 3000 3500

H mopeia Tov xomtikov gaivetat mopaKdto:

Ewéva I1.9.14°

Ewcova I1.9. 14"

‘Evog  evoAAOKTIKOG TPOMOG Oplopoy  TNG  0Qoipeons Tov  OyKov  Tov
KOTEPYOUOTAKOUE €lvor Kou 1M pn avtopatn péBodog mov yiveTow EMAEYOVTOG
Machining-> Matrl Remove-> Face Finish->Construct-> Done->Cut->Extrude-
>Done. ‘Et61 pmopovpe Vo KOTOOKELAGOVHE TOV OYKO 7OV KOTEPYUOTNKOUE
oyed10{ovTog ToV avTioToryo dYKo.
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10. AxoiovBia Karepyociog nwpoeil (Profile)

Ymv ovveyela OBo eetdoovpe TV Ompovpyia piag okoAovBiog aplBuntucov
eréyyov mov Katepydletor o mpoik Tov avtikeévov. Qg mpogil opiletar m
MEPLPEPEIONKT] EMPAVEIL TOV avTIKEWWEVOL. [ TV Katepyosio Tov TO KOMTIKO
epyareio Kiveital meplpepelakd Tov aviikelpnévov (Ewovo I11.10.1).

Eixovo 11.10.1

Katd v dudpkela g Kotepyosiog ToV TPOPIA TOV OVTIKEYUEVOL Ol TOPAUETPOL
nov moilovv onuovTKO poAd givat:

To BéBog kommg (step depth)

H a&ovikn petatdmion (axis shift)

O apBudc axtvikav tepaspdtov (Num prof passes)

To axtvikd BaOoc komng (Prof increment)

To méiyog Tov akatépyastov voioinov oto mpo@iA (Prof stock allow)
To méiyog tov axatépyastov vroioinov (Chk srf stock allow)
Avtiotédfuon (Cutcom)

Approach distance

Exit distance

Ta BaBog xomrg, Approach distance Exit distance £yovv mapovciactel Kot Katd
v dnuovpyia TG akorovding Katepyasiog Tpos®TOV.

H alovikn petatomon (axis shift)
Q¢ aovikn petatodmon opileton N awdoToon BTk N apvnTIK) PETPOVUEVT Omd
TNV KATO ETLPAVELD TOV OVTIKELLEVOD OG TNV KAT® EXLPAVELD TOV KOTTIKOV.

O oap1Buoc axtvikwy mepaoudtwv (Num prof passes)

O apBudg OKTIVIKOV TEPACUATMOV EAEYYEL TO OGO TEPAGUATO Bo KAVEL GLVOMKA
10 KomTIKO Yo vo katepyacHel to dokipo ya kabe Eva Babog komng. O porog awvtng
™G HETAPANTNG Elval VO KATEPYAOTEL TO KOTTIKO TOCOTNTEG VAIKOV OV Ppickovtal 6€
amdGTACT) LEYOADTEPT OTO TNV SIOUETPO TOL KOTTIKOV.

To oxtviko paboc korne (Prof increment)

Q¢ aktvikd PdBog komg opiletor TO0 TAYOG TOL VAIKOV 7OV TO KOMTIKO
katepydletonr axtvikd. H petafint) oavt) €xet vomua €dv o aplfuog akTiviKov
TEPACUATOV Elval LeYAAVTEPOS TOV £Val.
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To moyo¢ 10V aKOTEPYOTTOV DITOAOITOY 010 TPOoYIA (Prof stock allow)

To méyog Tov akatépyacTov vwoloinov pvOuilel To mocd Ba givar 10 THYOG TOL
VAMKoO mov Oa mapapeivel 610 TPOPIA TOL OAVTIKEWEVOL HETA TO TEAOG 1TNG
KOTEPYOOIOC.

To mayoc tov axotépyaotov vroloirov (Chk srf stock allow)

To méyog Tov axotépyactov voroinov pvOuilel To mocd Ba givarl To whyog TOL
VAMKOV oL Oa TopapeEivel O oL ETIAEYUEVT] EMLPAVELDL TOV OVTIKEILEVOL UETH TO
TEAOG TNG KOTEPYAGTOG

Depth Control
STEP_DEPTH
AXIS_SHIFT REFERENGE MODEL | TCOL

¥
AXIS_SHIFT
Lateral Control !:
¢ ¢ REFERENGE MODEL *

PROF_INCREMENT
NUMBER_PROF_PASSES
PROF_STOCK_ALLOW

—
NUM_PROF_PASSES =2 PROF_INCREMENT

Eixova 11.10.2

Avuotabuion (Cutcom)
AVt M TAPAUETPOS EVEPYOTOLEL 1] OYL TNV OVTIGTAOUIOT) TOV KOTTIKMV.

Anuiovpyio g axoiovliog Karepyoacioc npoYil

IMo tov kaBapiopd Tov TPOPik TOL AKATEPYAGTOV KOUUATION Bo ekTEAEGOVE OVO
dwdoywkd mepdopota. To éva Ba givar yuo v exyovopion g emPoveiog Kot To
de0TEPO Yot TNV amomepdT®on tG. Onmg eldape Kot 6 TPONYoLHEV EVOTNTA Y0 VO
onuovpynoovpe o véa akoAovdio emiéyovpe Machining->NC Sequence->New
Sequence -> Profile ->Done (Eixova 11.10.3).

Audiary

User Defined
Wolume:

Local Mill
Surface il
Face
Pocketing
Trajectory
Holemaking
Thread
Engraving
Punge
Roughing
Re-Roughing
Finishing

Done
Quit

Eixova 11.10.3
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210 pevov mov pog epeaviletor epovtiCovpe va givor emieypéva to: Name,
parameters, surface. AoV yivet owtd emdéyovpe 10 Done. Xt0 medio Ovopa
ewoayovpe Profile Rough kot ot cvveyeia eiodyovpe i mapapérpovg pe Péon tov
TOPOKATO TIVOKOL.

Hapaperpog Néa Tipn
Cut feed 400
Step depth 1
Num prof passes 2
Prof stock allow 0,2
Prof increment 5
Spindle speed 3000
Clear dist 5

IMa va meprypdyovpe TAP®G TV KOTEPYUSIN TPETEL VO EIGAYOVUE KOl TO TPOPIA
10 omoio Ba Kotepyaotel 1 punyovr. Avtd yivetol emAEYOVTOG OTNV GLYKEKPIUEVN
TEPIMTOON TNV TEPIUETPO TOL KOUUATION oG kot BEAove va KatepyaosTobpe OAO TO
po@ih. Emdéyovtag oavtég Tig emodveleg (Ewkova 11.10.4) xor Done é&yovpe
0AOKANPOGEL TNV pOOUIOT NG akolovBiog.

Eixovo 11.10.4

Ymv ovveyeia 0EAovpe va ehéyEovpe eGv 1 Kivnorn Tov KOTTIKOL lval tKovy doTe
VO KOTEPYOOTEL TO CUVOLO TNG EMPAVEING TOV EMAEEALLE Kot YiveTol pe TPOTO OV VoL
HOG tkavoTolel. XTo Hevoy mov pog epeaviCetat emAéyovpe Play path kon screen play.
Eniéyovtag 10 [_.i] Yy vo. dovpE TNV Topeiol TOL KOMTIKOV £XOVLUE TNV
nopokdto gkova (Eixova 11.10.5) 6mob 1 mopeio TOL KOTTIKOD QOIVETOL GOV KOKKIV

YPOT.
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Ewcéva I1.10.5°

Eiwkovo 11.10.5

Ewxovo 11.10.5

[Mapampodpue 06T kOTd TNV TOPEi TOL TO KOMTIKO YTLWA TIS OlAYOVES TNG
péyyevns. I'’ avtd tov Aoy mpémer va pvBuicovpe ta mepdopate €161 OCTE Vo
amo@vyovpe avtd to yeyovos. o va Peforwbovue Bo ektelécovpe por ypopikn
Tpocopoimon ¢ Komg pe to tpdypappo Vericut. Emdéyovpe Aowmdv Play path won
Nc Check. Emréyovrac ® yivetar n mpocopoiowon g komf¢ Kot moipvovpe v
€ENg ewcoVa Yo TNV KOTEPYAGTOL.
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Stpro.ust (Milimeter)

File View Info Model Setup Analysis OptiPath Help

B 8@ 8 R & s 4 s oo nd v 3% olelelal X e e q e ule w66 e 6 E o B
2|5 o &8 4| #| W 3|pw < X]

Wi viEw 1 - Stock 1 (Workpiece)

5 XEnie i 18 g

End-of-file reached

Eiwxovo 11.10.6

Onwg mopatnpodue emPefordveror 10 mopoamdve yeyovoés. To  komTikd
ovykpoveTonw pe T oayoéva g n€yyevns. To Vericut avtihapPoavopevo tnv
napofiocon avty onuoaivel v Teploy ekeivn pe kOkKivo ypdpo. o va aro@dyovpe
QLTI TNV GVYKPOLGT TPEMEL VO, OPT|COVUE OKATEPYOGTO TO KOUUATL TOV OVTIKELEVOL
mov Ppioketal Katw omd v dve empdvela ¢ péyyevns. o va to kévovpe avtd
EMALYOVUE Seq setup Kol OTOV KOTAAOYO 7oL oG epeaviletol emAEYOLUE TO
parameters kot Check surfs->Done.

ZUVOTTIKA Ol OAAOYEG TTOV TPEMEL VO KAVOVUE OTIG TOPAUETPOVS (POIVOVTOL GTOV
TOPOKATO TIVOKOL.

HopapeTpog Mponyovpévy Tipny Néa Ty
Chk srf stock allow - 8

2V cLVEXELN EMAEYOVUE TV KAT® emdveln Tov dokipiov (Eixova 11.10.7). Mg
avtd TOV TPOMO Kol PE PACT TNV TPONYOVUEVN] TOPAUETPO GTNV EMPAVELL TOL
emAiéEape HeTd TV Katepyoosio Oa amopeivouy 8mm vALKOD.
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Surf FS(EXTRUDE _1):REF_130_50_10 ‘

llco'va 11.10.7

A@ov aAldEovpe T oAAayEC 1) Topeia TOL KomTkoV etvon M €€ng:

Ewcéva I11.10.8°

Ewcéva I1.10.8"



Pro/Manufacturing 52

L] JEIﬂﬂﬂﬂﬂﬂ@@@ﬂﬁﬂﬂgyﬂﬂﬁﬂlﬂm@EIEI@IQIE

FAVIEW 1 - Stock 1 (Workpiece)

Eixovo 11.10.9

H ewdva mov egppaviCetar pog wkavomotel kol £tol emAéyovpe Done seq yio va
OAOKANPDOGOLLE TNV dNUIOVPYI TNG KOTEPYUTIOG.

Téhog, edv emAéEovpue Machining-> Matrl Remove-> Face Rough->Automatic->
Done-> Autoadd->OK 6a dovpe 611 0 dykog mov aaipednke dev gival avTdG TOL
kotepyactikope. ‘Etotl dtaypapovue 1o Feature and 1o Model tree ko dnpovpyodpe
TOV OYKO OV BEAOLLE LE N AVTOUATO TPOTTO GTO TEAOG KOl TWV dVO TEPACUATOV.

2V ovvEXEln KOTOOKEVACOVHIE OMMG KAVOUE KOl TOPUTOVED o oKoAovBio
KOTEPYASIOG TOV TPOPIA TOV AVTIKELEVOL YOl TNV OMOTEPATWOT TNG EMPAVEING TOV.
Ewdyovpue ®¢ oOvopa Profile Finish, oto mhaicio emioydv tov mopapétpmv
emA&yovpue Use prev kot emmAéov aALGlovpe TG €ENMG TAPAUETPOLG.

Hopaperpog Mponyovpévy Tipny Néa Ty
Step depth 1 0,5
Cut feed 400 300
Num prof passes 2 1
Prof stock allow 0.2 0
Prof increment 5 0
Spindle speed 3000 3500

H mopeia Tov komtikov eaivetat mopaKdtm:
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Ewcéva I11.10.10"

Ewcévo I1.10. 100

Oa mpocBicovpe tOpa TOV GYKO TOL KOTEPYOSTNKOUE WE YEWPOKivNTO TPOTO
emAéyovtoc Machining-> Matrl Remove-> Profile Finish->Construct-> Done->Cut-
>Extrude->Done.

Menuman
B AN

p MACHINIMG

Surface
Sheet Metal
Zomposite
Zosmetic
User Defined
Indep Geon

Done,/Return

w SOLID

Haole

Round

Chamfer
T

Pratrusion

Rib

Shell

Fipe

Twaeak,

Inkersect

Ewxova 11.10.11
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Me 10 gpyaieio emAoyng TV okp®v (2 ) dnuovpyodie To mapakdtem TpoPil.

Eiwxovo 11.10.12

OLoxkAnpmvovtag v dtadikacio dnpovpyiog Tov dyKov €16ayovtog méyog lmm n
gwova gtvon n e&ne:

Ewcova 11.10.13
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11. Axoiov0Oia kazrepyacioc owarpnonc (Holemaking)

H onuovpyia pag axorovbiog owdtpnong eivar m  axoiovbioc mov Oa

Kataokevdoovpe otn ovveyeio. H axolovbio g didtpnong mepthappdver évav
aplud KUKAW®V KATEPYUGIOG TOV UTOPOLV Vo eKTEAEcTOVV. Avtol glvar ot drill, face,
bore, countersink, tap, ream.

O tomog drill avaeépetal otnv KLOGIKY S1dvolEn omng amd £vo KOTTIKO £PYaAEio
(Ewova I1.11.1).

O tOmog face avagépetar otnv dmuovpyia vOc KOKAOL KoTEPYOSiOg Yoo TNV
G PAAON TNG OUUANG ETPAVELNG GTNV EMLPAVELD EEGO0V TOL KOTTIKOV.

O 10mog bore avagépetal oy 016voign g TEAKNG OmNG e LEYEAN akpiPeta.

O tomog countersink avagépetalr otny SELPLVVON TG OPYNG TNG OTNG UE TNV
xpNoN €vOg epyoreiov KOTAAANAO OLLUOPPOUEVOL DCTE VO ONUIOVPYNGEL Eval
chamfer v axpn g onng (Ewxova I1.11.2).

O 10mog tap avaEEpeTon oTNV dNUIOLPYID CTEPOUATOG GE pio MO LILAPYOVCA
om).

Téhog o tOmMOG ream avVOQPEPETOL GTNV OMOTMEPATMOOY| OGS OMNG UE UEYOAN
axpipeta.

Ewcova I1.11.1

1, Start surface

2. Csink Diam

Ewxovo I1.11.2
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Kotd v dudpxela g Kotepyaciog S14Tpnong Tov avVTIKELEVOD Ol TOPAUETPOL
oL ailovv oNUAVTIKO POAD glval oL

H taxtikn xoatepyaciog (Scan type)

H andotoon epodviong (Breakout distance)

To Prua komng (Peck depth)

H andéotaon aceareiag (Clear dist, Pullout dist)
H andéotaon emotpoeng (Rapto dist)

H taxuxn karepyaoioc (Scan type)
H toxtwkn katepyaociog kabopiler v oepd pe v omoia Ba yivovv ot omég mov
&xovpe opioel Ko maipvel Tic €ENG 4 TES:

0 Type 1 ommv omolo TO KOTTIKO OKOVAPEL TNV EMPAVELL TOV OAVIIKEYLEVOD
avéavovtag 1o Y Kot evaaldocovtag 1o X.

0 Type spiral omv omoio £yovpe GTEWPOEWN Kiviion TOL KOTTIKOV OeE10GTPOP
apyilovtag amd v onn mov PpicKETAL O KOVTO GTO GVGTNLO GUVTETAYLEV®V.

0 Type one dir otV omoia. TO KOTTIKO GKOAVOPEL TNV ETIPAVELD TOV OVTIKELLEVOL
av&avovtag 1o X Kot LELOVOVTAG T0 Y.

0 Pick order omv omoia TOo KOMTIKO ONUIOVPYEL TIG OMEG UE TNV OEPA TOL
emieyOnkay amd Tov ¥pNoT.

0 Shortest otV omoia T0 KOTTIKO dNUOLPYEL TIC OMEG e TETOO TPOTO DGTE M|
JLdpon TOL KAAVTTEL VoL Eival ) pukpdTepT dvvoTn

H andoraon supavions (Breakout distance)
H mapduetpoc vt oavep®vel Ty amdcTOCT TOV TPENEL VO SOVOGEL TO KOTTIKO
DGTE VoL EYOVLLE L OLOUTTEPT] OTT), OEGOUEVNG TG KOVIKOTNTOAG TOL KOTTIKOD

To prua kornc (Peck depth)

To Ppo Komng eAEyyel 1o PaOog Komng Yo TV 01dvolén ondv. AvTi 1 TOPAUETPOG
amovtdtol Kupiog oe omég peydaov Pdabovg, 6mov M ddvolEn Tovg dev yiveton va
eKTEAEOTEL e £vo TEPAGLOL OGS KO TPETEL VO, amopakpLvOovv ta ypelia amd TV onn
Kot vo yoyBet 1o KomTiko.

H andoraon aopaleiog (Clear dist, Pullout dist)

O mapapetpot avtoi puBuilovv Vv amdoTacn 6tov AEovo Z TPOKEYEVOL Vo
Bpebel to KomTiKd AV amd 10 aviikeipevo. Emdve and avtd 1o onueio pmopet va
epopuootel n Toeio TPOWON.

H andoraon emotpopns (Rapto dist)
Emtpénel v xivnon 1ov KomTikov pe taxeio TpoOmon akoOuo Kol KAT® omd TV
andGTACT ACPUAELNG.
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TOOL —5

RAPTO_DIST

PULLOUT_DIST

Y

y e W_ i
7///////////{//////4

CLEAR_DIST

%) DRILL HOLE

Eiwxova I1.11.3

Anuiovpyio tyg axoiovliag Karepyaoiog J1dTpnons

2V cuvéyeo Bo KaTAoKELAGOLE o, akoAovBio 016volEng 60 KAUGIKAOV OTMV.
Onwg &xovpe O0gl Ko 0€ TPONYOOUEVEG EVOTNTES YO VO ONUIOVPYNCOVUE Lo VEX
axorovBia emdéyovpe Machining->NC Sequence->New Sequence -> Holemaking -
>Done->Drill->Standard->Done (Eixova I1.11.4).

»

MC Sequence ™

Face

Bare
Countersink
Tap

Rearm

Cuskom

Standard

Deep
Break Chip
Weh
Bark

Done

it

Eikovo 11.11.4
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210 pevov mov pog epeaviletor epovtiCovpe va givor emieypéva to: Name,
parameters, holes. Apov yivel avtd emAéyovpe to Done. Xto medio dvoua elGdyovpe
Holes kot 6tnv cuveyeia elodyovpe Tig TapapéTpouvs pe BAon Tov TapaKkdTo Tivoka.

Hapaperpog Néo Ty
Cut feed 50
Spindle speed 3000
Clear dist 5

AoV g1odyovue Tig TapaUETpovs eppaviCetal otnv 006vn éva mapdbvpo (Eixova
11.11.5) 6mov emMAEYOVUE TOVS AEOVEG TV OTMV OV TPOKELTOL VO, KOTACKEVAGOVLLE.
10 mapdbvpo avto emiéyovue Pattern->Add

‘L HoleSet

Diameters " Surfaces ” Farameters |
Aes | Groups " Paints |

ez curently selected ta diill

) Single

Add Delete

Start hole for scan

Direction for B-axiz driling Flip
Show wiles used in selection

[ 0K I [ Preview 1 [ Cancel l

Ewova Il.11.5

2mv ovvéyelr emAéyovpe évav amd Ttovg Gfoveg TV om®dv mov Bélovue va
dnuovpynoovpe. ‘Etot emdéyovpue tov d&ova A3 1 AS kot otnv cuveyeio OK.

Eiwxova I1.11.6
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Mopatnpodpe 6tL 610 TAPABLPO emhoyNg (Eixova I1.11.7) epgavioTnkov Kot ot
dvo omég mov Béhape va dwovoitovpe. Emiéyoviag OK->Done €yovpe oAokAnpmoet
v puouoT g akoAovbiog.

A_3AXISYFI3HOLE_1_1):REF_130_50_10
A B[S FT4HOLE_1_2)REF_130_50_10

Currently selected axes

FEwova I1.11.7

210 pevol mov Eai SEEEaviCswt, Aowmdv, emiéyovpe Play path kou screen play.
Eméyovtog 10 Yo vo o0UE TNV TOpElnl TOL KOMTIKOD €YOLUE TNV
apokdto gwkova (Eixova I1.11.8) 6mov 1 mopeio. TOL KOTTIKOD QOIVETOL OOV KOKKIVN

Ypopu.

Ewéva I1.11.8°

Ewcova IL11.8"
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2 ovvéyewn v va BefarwBovpe 6Tt 1 axolovBio dnpovpyndnke cwmotd Oa
EKTEAEGOVUE 0L YPAPIKY] TPOGOUOI®MOT TNG KOMNG pe to mpdypappa Vericut.
Emiléyovue Aoudv Play path kou Nc Check. Emidéyovtog  ® yiveton ) mpocopoinon
NG KOMNG KOl ToipVOuLE TNV €ENG EIKOVA Y10l TNV KOTEPYAGIOL.

FAVERICUT 52301 By CGTach - cgtpra.uer (Millimatar)
Foe View |nfo Mogel Setp Analysis Hela

8] @] 8] 2| & | 8] | 0] 0| 2| 8] 8] | | 3| €| | 0] 0] @] &/ X|®| 5|4 | 9| | a ©] ¥ || &1 | B &/ 813/ 8] O/ 2| 4
bl IO RPN E Ik

|[Ens-arfie reachen

Eiwxovo 11.11.9

H ewéva mov gpoaviletor pog tkavomotel kot étol emAéyovpe Done seq, yio va
olokAnpdcovpe v dnpovpyio g katepyosiog. Télog emiéyovpe Machining->
Matrl Remove->Holes->Automatic->Done-> Autoadd->OK

Eiwovo I1.11.10
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12. Axoiov0Oia kazrepyacioc oykov (Volume)

H axolovBia katepyaciog 6yKov ival amd Tig To onUAvTIKEG akoAovdieg pog Kot
pe ovtnv Kotepydletor Eva peydlo pépog TV avtikeévov. Me v Bonbeto avtng
™G okoAoLOiag umopolie vo dNUIOLPYNCOLUE OKOAOVLOiEG ekyovOpIoNG TOL VO
aQUPOLY £Va PLEYOAO HEPOS TOV TPOG KATEPYASIO OYKOV UE HEYAAT GYETIKA EVKOAL.
H a@aipgon tov dykov yivetar o€ enimedo TapAAANAQ [LE TV ETPAVELD ETLGTPOPTC.

Eiwxova I11.12.2

Koatd v dudpkela ¢ xatepyoasiog vOg OYKOU TOV OVTIKEYWEVOL Ol TOPAUETPOL
nov moilovv onuovTikd poro gival ot

e H emoyn eidovg katepyaciog (Rough option)

H yowid xonng (Cut angle)

H taxtikn xoatepyaciog (Scan type)

H enuwcdioyn tov komtucov (Step over, number of passes, tool overlap)
H p00on g emucdioyng (step over adjust)

To BéBog komng (step depth)

Wall scallop hgt

To eldyioto Pabog komng (Min step depth)

To méiyog Tov axatépyastov vroioinov ekyovopiong (Rough stock allow)
To méyog Tov akatépyacstov vroioinov mpoil (Prof stock allow)

To méyoc Tov akatépyastov vroioinov (Bottom stock allow)

Ta emudAoyn 1oV KomTkov, pvOuon TG emkdivyng, Pdbog KomMg, Tayog Tov
OKOTEPYOOTOV VTOAOITOV KOl Y®VIA KOTMNG £€YOLV TAPOLCINCTEL Kol KATA TNV
onpovpyia g akoAovdiog Katepyasiog TPOSHTOL.
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H emiloyn eidovg kozepyoaioc (Rough option)
Avt n Tapapetpog kabopilet To TL Katepyasiec Oa yivouv og KGOe TEPAGHO KOl e
T oepd. 'Etot £yovpe t1g €€ng 7 Tyég mov pmopel va mépet.

0 Rough only: pe avt Vv emthoyn 10 KOTTIKO KAVEL EKYOVOPLON TOV GYKOV Ko dgv
OTOTEPUTADOVEL TIG EMLPAVELEG TOV TYNUATILOVV TOV OYKO.

0 Rough & Prof: pe avt v emAoyn 10 KOTTIKO KAVEL EKYOVIPION TOL OYKOL KO
OTNV GUVEXELDL AMOTEPATAOVEL TIC EMPAVELEG OV GynuotiCovv tov Oyko (Ewdva
11.12.3).

0 Prof & Rough: pe avt v emloyn 10 KOMTIKO KOAVEL OTOMEPATOON TMV
EMPAVEIDV TOV oyNUaTilovv Tov dyKo Kol 6T cvveyeio extehel EKYOVIPION TOV
OyKov.

0 Profile only: pe oavt) Vv emAoyn 10 KOTTIKO KAVEL PLOVO OTOTEPATOOT TOV
emeaveldv mov oynuotilovv tov dyko (Ewova 11.12.4).

0 Rough &Clean up

0 Pocketing: pe avt| v €mAoyN EKTEAEITOL OMOMEPATMOOT TMOV EMLPOVEIDV TOV
oynpoatiovv Tov 0YKo Kol 6T cuveyEiol AMOTEPATOOT TOV EMUPAVEIDV TOV E1val
TOPAAANAEG GTO EMITESO EMGTPOPTC.

0 Faces only: pe ot v emAoyn eKTEAEITOL OMOTEPATOOT TOV EMPOVEIDV TOL
elval TapdAANAEC 6TO EMIMEDO EMGTPOPNG,.

Eiwxova 11.12.3

Eikovo 11.12.4
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H raxuixn karepyaoioc (Scan type)
H mopdpetpog avtn eA&yyel Tov TPOTO LLE TOV OTTO10 KIVEITOL TO KOTTIKO TAV® GTNV
axatépyaotn emoeavela. [aipver 1ig e&ng 10 tipéc:

0 Type 1: omv onolo T0 KOTTIKO KATEPYALETOL GLVEXDG TOV OYKO OITOKPIVOUEVO
otav Bpiokel viioideg mov oev mpémel va, Katepyaotovv (Eikova 11.12.5).

0 Type 2: omv omoio T0 KOTTIKO KATEPYALETOL GUVEXDS TOV OYKO KIVOUUEVO YOUP®
amd vnoideg mov dev mpémel va Katepyaotovv (Eixovo I1.12.6).

0 Type 3: omv omoia To KOTTIKO KatepydleTat Tov 0yKo og (dvec mov Kabopiloviot
amd T1g voideg mov Oev mpémel va Katepyaotov (Eikovo I1.12.7).

0 Type spiral: otnv omoia 10 KonTiKd akoAovOel omelpoedn Tpoyld (Ewovo I1.12.8).
0 Type one dir: otnv omoia 10 KomTIKO KOTEPYALETAL LOVO GTNV Kivnom Katd TN o
(POPA KO OTOUOKPVVETOL HETAED TOV SO0 KOV TepacudteV (Eikova 11.12.9).

0 Type 1 connect: otnv omoia T0 KOmTIKO KaTEPYAleTOn LOVO oTNV Kivnomn Kotd
Ho eopd Ko €V TNV apyr| TOL KAOE TEPAGLOTOS GLUVOVINGEL KOUUATL TOV OEV
TPEMEL va, Katepyaotel akolovbel tov totyo (Eixova 11.12.10).

0 Constant load: otnv omoia to KonTiKd ekTeEAEl pia KaTepyasio VYNANG ToOTNTOG
(high speed machining) yia amonepdtmon 1 ekyovopion).

0 Spiral maintain cut type: otnv omoio T0 KOTTIKO EKTEAEL (o KaTEPYAoiat VYNANG
tayvtntog (high speed machining) eved akoAovOel omelpoeldn Tpoyld pe tooedn
ovvdeon HeTalD AmMV TEPUCUATMV.

O Spiral maintain cut direction: otnv omoio T0 KOTWTIKO €KTEAEl [ KATEPYOoio
vynAng taxvtntog (high speed machining) eved akolovbei onelpoedn tpoytd pe S
OVVOEDT] HETAED TMV TEPUCUATOV.

0 Follow hardwalls: omv omoio 10 Komtkd ekterel o koatepyosio. LVYNANG
tayvtntog (high speed machining) eved axoilovbei Ta Opia Tov OyKovL.

Ewova I1.12.5

Eixova I1.12.6

Ewcova 11.12.7 Ewcova I1.12.10
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Wall scallop hgt

H nmapdpetrpog avt mapéyet Eva eVOAOKTIKO TPOTO EAEYYOL TOL PaBovg Komnc. H
TOPAUETPOS VTN ehv givar iom pe undév tote g Pabog kommg tibeton o Step depth
edv etvo peyoAdTEPO TOL PUNOEVOC TOTE EMAEYETAL TO IKPOTEPO OTO TO, SVO.

To eAayioro faboc korne (Min step depth)
H mapdpetpog avtn Balet éva kdto 0pro oto faBog Kommg.

WALL_SCALLOP_HGT

/ TOOL
\

STEP_DEPTH

REFERENCE
MODEL

Ewovo 11.12.11

To mwéyoc tov akxatépyactov vroloirov ekydvopione (Rough stock allow)
AVt M TAPAUETPOG EAEYYEL TO TAYOG TOL AKOUTEPYOGTOV DAKOV Y10, TA TEPAGLOTOL
EKYOVOPLONG

To mayog Tov axatépyaotov vroloirov Tpogil (Prof stock allow)
AVt M TAPAUETPOG EAEYYEL TO TOYOG TOL AKOUTEPYOGTOV DAKOV Y10, TO TEPAGLOTOL
OTOTEPATOCNG

L“" ROUGH_STOCK_ALLOW
PROF_STOCK_ALLOW
—=

B
E—
YVOLUME /-
QUTLINE
T ()

Ewova I1.12.12
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Anuiovpyio tng axoiovbiog karepyaocioc 6yKov

Onwg &povpe avagEpel Kol TPoNyovpeva 1 akoAovbio katepyaciag Oykov eivor
o omd Tg kvpleg axolovbieg o katepyooiog. XTo aviikeipevo pog Oa
ONUoLVPYNoOLUE TPELS OKOAOVOieg Katepyasiog OyKov ot dvo Oa agopovv Tnv
EKYOVOPLON KOl OMOTEPATMON TNG KUKAIKNG E00YNG TOL OVTIKEWMEVOL KOL 1 Lol TNV
exyovoplon g emoaveiog. Onwg €yovue Ol Yy vo ONUIOVPYNCOVUE M0 VEQ
akolovBio emAéyovpe Machining->NC Sequence->New Sequence -> Volume -
>Done.

210 pevov mov pog epgoviCeton (Ewova I1.12.13) mapoatnpovpe OTL €Yovv
eupaviotel  véeg emhoyég ot Volume, window, Close loops, excld surfs, top surfaces,
appr walls. Amo T1¢ emloyég volume kot window pior povo umopel vor emAeyel Ko
nog opilel Tov 0yKo mov Ba kotepyastovue, 1 emAoyn close loops divel TAnpopopieg
v ToxOV KAEIOTEG emupdveleg, n emAoyn excld surfs diver mAnpogopieg v Tig
EMPAVEIEG TOL TPEMEL VAL OMOKAEICTOLV OO TNV OMOMEPATOOT, 1 EMAOYN top
surfaces pog otvel TANPOPOPIES Yo TV TAVE® EMPAVELNL TOL OYKOV VD TEAOG LE TO
appr walls divovpe TANPoPOpies Yo TO amd TOEG EMPAVELES UTOPEL TO KOTTIKO Vol
npoceYyiceL Tov OYKO.

p MACHIMIMG

MC Sequence ™
ERC

Play Path
Custamize
Seq Info
Done Seq
Mext Seq
it Seq

Marme

[ comments
[JTool

[ attachment
Parameters
[coord 5ys
|:| Retrack
Yolume
[Jwindow
[Jclose Loops
[ 5callopstt
[CJExcid Surfs
Top Surfaces
[appr walls
[ Build Cut
[start
[Jerd

Done

ik
Eiwxova I1.12.13
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Ao Oleg avtég ppovtiCovpe va givon emheypéva ta: Name, parameters, volume,
top surface. Apov yiver awtd emAéyovue 10 Done. Xto medio dvopa €lGdyovpe
Circular Vol Rough kot otv cuvveyela eiodyovps 11 mopapétpovg pe Pacn tov
TOPOKATO TIVOKQ.

Hapdaperpog Néo Ty
Cut feed 400
Step depth 0,7
Step over 4
Prof stock allow 0,2
Rough stock allow 0,2
Bottom stock allow 0,2
Scan type Type 2
Rough option Rough only
Spindle speed 3000
Clear dist 5

IMa va Teprypdyovpe TANPOC TNV KATEPYAGIQ TPEMEL VO EIGAYOVLE KOl TOV OYKO
nov Ba koTepyacTovue, emAéyovpe Aowmdv create vol. Tote pog Inteitar va ddoovpe
6voua otov Oyko mov Ba dnuovpyncovpe ko divovpe Circ Vol. Zmnv cvvéyela
gyovpe dvo emAoYES gite va oyedidicovpe Tov YKo gite vo EMAEEOVILE TOV OYKO HEGH
TOV EMPAVEIDOV EMAEYOLLE Aomdv gather->select->done.

[Mopatnpodpue 6t vedpyovv Té€6GEPLS TPOMOL Vo emMAEEOLIE TOV OYKO Tov Oa
KOTEPYAOTOVUE €1T€ EMAELYOVTOG TNV TEAMKN EMPAVEID KOL OTNV ovveyeio Tig
emodveleg mov meplopiCovv tov dyko (surf &bnd), eite emdéyoviag OAeg TIg
empaveleg (Surfaces), eite emAéyovtag kdmoto £tolo feature gite T€A0G emMAEyovVTOC
mv emdveln mpoc kotepyocio (mill surf). Epeic emiéyovpe to surf &bnd xon
emiéyovpe done.

Eniléyovpe otnv cuveyeia Tig emMEAVELEG TNG KUKAIKNG €00YNG LLE TNV CEPA TOL
(QOIVETOL GTNV TOPOKATO ELKOVOL

\ e

e RO

Ewxova 11.12.14

Ymv ovveyela emiéyovpe Done refs->done->done mopotnpodpe 6TL 0 OYKOS TOL
Bélape Exet dnuiovpynOel kKo €161 emAéyovpe done Gt CLUVEYELD ETAEYOVUE TV AVE®
mAevpd tov Oykov ¢ top surface kou petd done. Xe avtd 10 onueio €yovpe
O0AOKANPOGEL TNV pVBIoT TG aKoAlovBiag.
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Y10 pevov mov pag eueoviCetar Aowmdv emdéyovpe Play path kou screen play.
Emiiéyovtog 10 [ﬁ Yoo vo. SoVpE TNV TOpPEiol TOV KOTTIKOD £YOVUE TNV

nopokdto ewkovo (Ewxovo I1.12.15) 6mov m mopeion Tov KomTwkoV @aiveror cov
KOKKIVT] VPO

Ewxovo I1.12.15%

Ewcéva IL12.15”

Ymv ovvexela yio va Befoarwbovpe 6t 1 akoAovBior dnuovpynbnke cwotd Oa
EKTEAEGOVUE Ol YPAPIKY] TPOGOUOI®MOY NG KOMNG pe to mpdypappo Vericut.
Ermidéyovpe Aoy Play path xor No Check. Emidéyovtag  # yivetar n mpocopoimon
NG KOTNG KOl ToipVOuLE TNV £ENG EWKOVA Y10l TNV KOTEPYAGIOL.
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tpro.usr (Millimeter)

o B B ] 5] 0 0 ] ] ) 3] 5] ) o] o ] ] @) o sl 8 o | 8 s v 5 0] 2
]3] /60 8]7|W 2he X

FAVIEW 1 - Stock 1 (Workpiece)

¥ Dichta timigin

End-of-ile reached

Ewova I1.12.16

[Mapanpodue 0Tt €rovpe VAMKO TOV €XEL OMOUEIVEL GTO TPOQPIA TNG KLKMKNG
€G0YNG TOL OVTIKELLEVOL OUMG OWTO gfvarl KATL IOV epelg TO emAEEE KAVOVTOG LOVO
EKYOVOPION KOl OYL ATOTEPATMOT TOV EMPAVELOV OV Ba yivel og emoduevo otadlo. H
ewova mov epeavifeTor Aomdv pag tkavomolel kot £tol emiéyovpe Done seq yio va
OALOKANPADOGOLLLE TNV ONUIOVLPYIL TG KOTEPYACTOG.

Ymv ovveyeio kotaokevdlovpe, OM®G KAVOUE KOl TOPATOVE®, U0, 0KOAOLOio
KOTEPYOOIOG TNG KUKAIKNG €00YNG TOVL OVIIKEWUEVOL Y0 TNV OTOTEPATOON NG
emoaveiag tov. Ewodyovue og dvoua Circular Vol Finish, oto mhaicio emioymv
TV Topapétpov emréyovpe Use prev Kot emmAéov oAAACOVE TIG €ENG TOPAUETPOVG,.

Hapdaperpog Néo Ty
Cut feed 300
Step over 3
Prof stock allow 0
Rough stock allow 0
Bottom stock allow 0
Rough option Pocketing
Spindle speed 3500

Avti dpmg vo dnovpynoovpe tov 0yko & apyng emiéyovpe Select vol kot otnv
ouveXelo TOV OYKO OV £YOVUE ONUOVPYNGEL GTNV TPONYOLHEVT Katepyaoio. H
mopeio TOV KOTTIKOD POIVETOL TOPOKAT®:
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Ewxovo I1.12.17*

Ewcéva IL12.17"

2mv ovvexela yio va BefoarwBovpe 6t 1 akoAovBio dnpovpyndnke cwotd Oa
EKTEAEGOVUE Ol YPOPIKY] TPOGOUOI®MOY NG KOMNG pe to mpdypappo Vericut.
Eniléyovpe Aowmdv Play path kou Ne Check. EmAéyovtag  ® yivetar n mpocopoimon
NG KOTNG KOl TOUPVOVUE TNV €ENG EIKOVA Y10 TNV KOTEPYAGIOL.

ﬂ@;!l!lﬂi[ﬂﬂ&lﬂﬂﬂlﬁiﬂﬁﬂuﬂyﬂﬂﬂﬂﬂﬂﬂ!@ﬂﬂﬂﬂmg
=1 %|

Eiwovo 11.12.18
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H swoéva mov eppaviCetar pog kavomolel kot €161 emAéyovpe Done seq yio va
OAOKANPOGCOLUE TNV Onpovpyia g kotepyacioc. Téhog emdéyovpe Machining->
Matrl Remove-> Circular Vol Finish ->Automatic->Done-> Autoadd->OK

Eiwxovo 11.12.19

Téhog 0Oo KATOOKELAGOLHE TNV 0KOAOVLOIOL KOTEPYAGIOG EKYOVOPIONG TNG
EMPAVEING TOV AVTIKEWEVOV. ATO TIC TOPAUETPOVS TOV UTOPOVUE VO E1GAYOVUE
epovtiCovpe va gival emdeypévo to: Name, parameters, window. Aeov yivel ovtod
emAéyovpe to Done. Zto medio dvopa eicdyovpe Surface Rough kar otn ovvéyeia
EIGAYOLLE TIC TAPAUETPOVG HE PAOT) TOV TOPUKAT® TTivaKa.

Hoapapetpog Néo Ty
Cut feed 400
Step depth 0,5
Step over 3
Prof stock allow 0
Rough stock allow 0
Bottom stock allow 0,2
Scan type Type 2
Rough option Rough only
Spindle speed 3000
Clear dist 5

AoV glodyovpe TIg TapapéTpovg emdéyovpe Create wind yio va dnpiovpyncovpe
10 moapdbvpo péca oto omoio Ba yiver M Koatepyacio €cdyovpe to Gvopd TOV
napabvpov Surface Rough Wind. Emiléyovue select, yio vo emiéEovpe T1c akpég
mov oymuatiovv 1o TapdBupo, Kol 6T cuVEXELD EMAEYOVILE TIC TAPOUKAT® OKUES.
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Ewxova 11.12.20

Ymv ovveyelo emdéyovpe OK->Done->OK. Xeg ovtd 1o onueio €yxovue
0AOKANPOGEL TNV pVBIoT TG aKolovBiag.

210 pevov mov pag epeovifetar Aomdv emdéyovue Play path xou screen play.
Emiéyovtoc 10 ﬂ% Yoo vo. SoVpE TNV TOpEiol TOV KOTTIKOD £YOVUE TNV
mopakatw ewkovo (Ewxova I1.12.21) 6mov 1 mopeio TOv KOMTIKOD QoiveTtol Gov

KOKKLVT] YPOLLLUY].

Ewxovo I1.12.21°

Ewcéva IL.12.21"
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2mv ovvéxela v va Befoarwbovpe 0t 1 akoAovBio dnpovpynbnke cwotd Ba
EKTEAECOVUE MO YPAPIKY] TPOGOUOI®MOT TNG KOMNG pe to mpdypappa Vericut.
Emiléyovpue Aoudv Play path kou Nc Check. Emidéyovtog  ® yiveton ) mpocopoinon
NG KOMNG KOl ToipVOuLE TNV €ENG EIKOVA Y10l TNV KOTEPYAGIOL.

_I_I_I_IJJ_I_I_I B | | 3| % |0l ol K @91 | %% m el % 8 e | G| B & B 5 B 06
_I_IJ_I_I_I_I_IJAW X

W VIEW 1 . Stock 1 (Workpiece)

X teich 14 it

End-ofile reached 0% ot

Eiwxova 11.12.22

H swoéva mov eppaviletar pog kavomolel kat £tot emiéyovpe Done seq yuo va
OAOKANPOGOLLLE TNV dNUIOVPYI TNG KATEPYUGTOGC.
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13. AxoiovBia Katepyacioc smoaveiog (Surface)

H oaxolovBio «atepyociag empoveiog pog emrpéner va  kotepyolOHooTe
EMPAVEIEG OV &yovpe Onpovpynoel. Me v Ponfeln avtg g akoAovdiog
UTOPOVLE VO, SNULOVPYNCOVE 0KOAOVLOIES lTE Yo EKYOVOPION EITE Y10 OMOTEPATMOON.
H xatepyocieg avtég pmopel va etvan 2.5, 3, 1] Kot Topamdve aEOVOV ovaroyd LE TOV

TUTO TNG UNYOAVIC.

Eixovo 11.13.1

Koatd v duwdpkeln ¢ Kotepyosiog HWOG EMUPAVEING TOV OVTIKEYWEVOL Ol
TAPAUETPOL TOV TALOVV GNUAVTIKO POAs glvar ot

H yowvid komng (Cut angle)

H taxtw xatepyaciog (Scan type)

H enuwcdioyn tov komtuco (Step over, number of passes, tool overlap)
Scallop hgt

To méiyog tov akatépyastov vroioinov mpopil (Prof stock allow)

To BéBog komng yia exyovopion (Rough step depth)

Oleg o1 Topdpetpol €YOVV TOPOVCIUCTEL AVOALTIKA GE TPOTYOLUEVY EVOTNTO
exTOG amd 10 BdBog Komng Yo EKyovopio.

To pdboc komg yia exyovopion (Rough step depth)
Avt n mopduetpog kabopiler to PdBog komng e€dv BEhovpe va kdvovue
EKYOVOPLON TNG EMPAVELXG.

Anuiovpyio g axoiovliag Karepyoaoiog smpaveiag

210 avtikeipevo pog Ba dnpovpyncovpe dvo akolovdieg katepyasiog empdvelog
OV APOPOVV TNV TEPETAIP® EKYOGVOPION Kot amomepAtwon ¢ empaveiog. Ommg
gyovpe det Yo va dmpovpynoovpe po véa axorovdia emiéyovpe Machining->NC
Sequence->New Sequence -> Surface ->Done.

>10 pevod mov pog speaviCetar epovtiCovpe va elvar emieypéva to: Name,
parameters, surfaces, define cut. Apov yiver awtd emdéyovue to Done. Xt0 medio
o6voua elwodyovpe Surface roughl kot ot cLVEXELD EIGAYOLUE TIC TAPOUUETPOVG ME
Baon tov mopakdTo Tivaka.
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Hapdaperpog
Cut feed

Step over
Scan type
Spindle speed
Clear dist

Néo Ty
300

Type 1
3500

2V cvveyela EMAEYOVUE TNV EMLPAVELD TOV OVTIKEWWEVOD TOV B0l KOTEPYAGTOVLE.
Eniéyooue Aowmdov Model->Done kot otn cvvéyela v empdvelo mov Béhovpe va
katepyactovpe(Eixovo 11.13.2).

Eixovo 11.13.2

2mv ovveyela emiéyovpe Done->Done. Ze avtd to onueio pog gpeavifetor Eva
nmopdOvpo (Eixovo 11.13.3) 610 0moio KOAOOUOOTE Vo, EMAEEOVE TOV TPOTO UE TOV
omoio Ba yivel | cdpwon g emPAvELOG.

| SCut Definition

@5 t

() From Surfac
() Cut Line

Cut &ngle Refel

() Projected Cuts

Cut Type

& |zolines

rence
(%) Relative to -
) By Surface

) By Edge

Cut Angle| 0.00

|
Cut Direction

Lok |

[ Cancel ] [ F'review]

Eixovo 11.13.3
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"Exovpe Aowmdv T1g TopakdTm ETAOYEC:

1. To xomtikd pmopei va exteAécel TapdAAnio TEPACUATO TOV AKOAOVOOVV KOl
YoVid o€ oyxéon pe tov dEova X, kdmoto akun 1 Kamota GAAN empaveo (Straight
cut) (Ewovo I1.13.4).

2. Mmnopel va ekteAéoel Kiviion COUPOVA LE TIS 1COMOPUUETPIKES KOUTVUAEG TNG
emoaveiog (From surface isoline) (Eixova 11.13.5).

3. Mmnopel vo ekteAécel kivion cOLEOVA HE [0 GEPA KOUTOA®Y TNV OPYIKT, TV
TeAKN Kot pepikég evordpeoeg (Cut line) (Eixova 11.13.6).

4. Télog umopel vo axorovOnocer o mpoPefinuévn oty em@dvel mwopeio
(Projected cuts) (Ewxovo 11.13.7).

FEikovo I1.13.5

Eiwxovoa 11.13.7

Eniléyovpe Aowmdv v emdoyn straight cut kon otn cuvéyela emAEyove TNV yovia
oe oyéon pe tov X aova ion pe 0° kon emréyovpe OK. e avtd 10 onueio £ovue
0AOKANpOGoEL TNV pOOUIOT NG axolovdiog.

210 pevov mov pog epeaviCetor Aowov emdéyovpe Play path kou screen play.
Eniéyovtag 10 ﬂ] Y. vo. 0ovpE TNV Topeiol TOV KOMTIKOV £XOVUE TNV
nmopokdto gwkova (Eixova I1.13.8) 6mov 1 mopeio ToL KOTTIKOD QOIVETOL GOV KOKKIV

YPOT.
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Ewxovo 11.13.8%

Ewcoéva I1.13.8"

2mv ovvexela v va Befoarwbovpe 6t 1 akoAovBio dnpovpynbnke cwotd Ba
EKTEAECOVUE 0L YPAPIKY] TPOGOUOI®MOT NG KOMNG pe to mpdypappa Vericut.
Emiléyovpue Aowdv Play path xou No Check. Emidéyovtoag  ® yivetou ) mpocopoinon
NG KOTNG KOl ToipVOuLE TNV €ENG EIKOVA Y10l TNV KOTEPYAGIOL.

Ewxovo 11.13.9%
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Ewcéva I1.13.9

[Mapammpodpue 611 610 KAT® WPEPOG NG emwpaveiag €yer petvel €va KOUUATL
OKOTEPYOOTOL KOUUATIOV 7OV Bo €mpeme KavoviKa vo €xel Kotepyootel. Avtod
OQEIAETAL GTO YEYOVOG OTL TO KOMTIKO £l TETOWL OWIUETPO 7OV OV UmMOpel va
e10éABel o€ eketvn Vv meployn. Emiong n tedikn| tpaydnra ¢ empaveiog dogv elval
KOl TOGO KOAN OUMOG HOG IKOVOTOIEL H0G KOl £XOVUE EKTEAECEL GTAOIO EKYOVOPLONG
KOl YPNGLLOTOIOVUE U0 TPLOEOVIKT] YOV LE KOVOVAL Y®PIg aKTIVOL KOUTLAGTNTOG
omv axpun tov (Flat end mill). H ewodva mov gppavifetor Aomdv pog ucovomotet Ko
étol emAéyovpe Done seq yio voo OAOKANPMOGOLLE TNV ONOVPYio TG KATEPYAGTOG.

2 oLVEXEW KATOOKELALOVUE OM®MG KAVOUE KOl TOPOTAVE Lo oKoAovOin
KOTEPYAGIOG TNG EMUPAVEING TOV OVTIKEYEVOL Y10l TNV ATOTEPATOOCT TNG EMUPOAVEING
tov. Ewodyovpe o¢ 6vopa Surface Finish, oto mlaicio emhoydv TtV mopapéTpov,
emiéyovpe Use prev kot emmAéov aArdlovpe v Topduetpo step over kot omd 1 v
Kkavoupe 0,2.

> ovvéyela emaéyovpe Done->Done. Xto mapdbvpo 6to omoio KaAoOHOoTE VO
EMAEEOVIE TOV TPOTO e TOV omoio Ba yivel | odpmaon TG EMPOVELNG ETAEYOVUE TIG
LCOTOPOUETPIKEG KOUTOAES He @opd kdBetn otov dEova X katl emiéyovpe OK. Xe
avtd 10 onpeio Eyovpe oAoKANp®OoEL TV pHOLIGT TNG akoAovBiag.

210 pevov mov pag speovifetar Aomdv emdéyovue Play path xou screen play.
Emiléyovtog 10 ﬁ] Yo va. dOVHE TNV TOPEID TOV KOMTIKOV E£YOVUE TNV
mopakatw ewkovo (Ewxova I1.13.10) omov 1 mopeio Tov KOMTIKOD (QoiveTol Gov

KOKKLVI] YPOLLLUY].
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Ewcova I1.13.10"

FEwova I1.13.1

2m ovvéyew v va BefoarwBovpe 6Tt 1 axolovBio dnpovpyndnke cwmotd Oa
EKTEAEGOVUE Ol YPOPIKY] TPOGOUOI®MOY TNG KOMNG e to mpdypappo Vericut.
Emiléyovpue Aowdv Play path xon No Check. Emidéyovtag  # yivetou ) mpocopoinon
NG KOTNG Kot TaipvovLE TNV £ENG EWKOVA Y10l TNV KATEPYAGIOL.

b ot :
_lglgjﬁ!iﬂEiﬂgiﬂﬁﬂﬂlﬂﬂiﬂﬂﬂﬂﬂlﬁﬂﬂlﬂ&lﬂﬂlﬂﬂﬂﬂﬂﬂﬂﬂm

[End-c#fin reachod

Ewova I1.13.11°
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@ B w8 ¢ o 5% ¢ @8] el el X @ %% kel w8« e B 88 o B g
2B e+ 0820 X

T3 VIEWY 1 - Stock 1 (orkpece) =13

[s8 mouse to selectznom box, “Ese o ABon.

Ewéva IL13.11°

H ewodva mov eppaviCetar pog kavorolel kot £tot emiéyovpe Done seq yuo va
olokAnpdcovpe v onpovpyio g katepyosiog. Télog emdéyovpe Machining->
Matrl Remove-> Surface Finish ->Automatic->Done-> Autoadd->OK ywr va
APUPECOVLE TOV KATEPYOAGUEVO OYKO.

Ewcova 11.13.12
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14. Axoiov0Oia Karepyaciog fvOionc (Plunge)

H axoAiovbio katepyaciag POOiong pog €xet ompovpynbel yio v ekydvopion
KootV peydiov PBabovg. H katepyacio yivetor pe dwadoyikd Puvbicpata tov
KOTITIKOV HEGH GTO OYKO TOL KOUUOTIOV.

Eiwkovo 11.14.1

Koatd v ddpketo g katepyoasiog pog fHOIONG TOV AVIIKEIUEVOL Ol TOPAUETPOL
oL AoV oNUAVTIKO POAD glval oL

H emdAivym tov plunge (plunge step)

H npoéwon enavagopdg (Retract feed)

H yovid kommg (Cut angle)

H taxtikn xotepyaciog (Scan type)

To mayog tov axatépyacstov vroroimov Tpo@id (Prof stock allow)

OMec o1 mopdpeTpol €YOVV TOPOVCIACTEL OVOAVTIKO GE TPONYOLUEVT] €VOTNTO
eKTOC amd TV emkdAvyn tov plunge.

H emixaloyn tov plunge (plunge step)
Avt n mapdapetpoc kabopilel v andctact petadd 6vo dwdoyikov Pubicemv Tov
KOTLTIKOV

Anuiovpyia tig axoiovliog karepyaciog fOiong

H xatepyacia plunge avapépeton kupimg oe Pabdiég KOMOTTES Kol G€ AVt TNV
Katnyopia gtvor mov vrepéyetl ypovikd X1o aviikeipevo pog o dnNUIOVPYNGOLUE pia
axoAlovbia katepyaciog fuOiong mov apopd TV ekyOVOPIoN TG 0pOOYMVIKNG EGOYNG.
Omnwg £xovpe Ot yioo va dnpovpyncovpe po véo axoiovdio emléyovpe Machining-
>NC Sequence->New Sequence -> Plunge ->Done.

>10 pevod mov pog espeaviCetar epovtiCovpe va elvar emieypéva to: Name,
parameters, Check surfs, surfaces. Apov yiver awtd emiéyovpe to Done. Zto medio
ovopa ewoayovpe Plunge kou omn cuvéyelo eicdyovpe Tic mapapétpous pe facn tov
TOPOKATO TIVOKOL.
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Hoapaperpog Néo Ty
Cut feed 50
Retract feed 500
Plunge step 2
Prof stock allow 0.2
Chk surf allow 0.2
Scan type Type 3
Spindle speed 3000
Clear dist 5

211 GULVEYELD EMAEYOVUE TNV EMLPAVELD TOV AVTIKEILEVOL TOL Bol KOTEPYAGTOVLE.
Emniléyovpe Aomdév Model->Done kot 6tn cvvéyela v emedaveio mov Bélovpe va
KatepyaotoOpue(Ewovo, I14.2).

Eixovo 11.14.2

>m ovvéxeln emAaéyovpe Done->Done. Xe avtd to onueio pog {nrteitor va
emieéEovpe TV empdvela oty omoia Ba vapyet VAKO mayovg Chk surf allow petd
70 TEAOG NG Katepyaoiag. Emiéyovpe v 1dia emeavela mov emAEEae Tptv, onAadn
NV KOTO EMOAVELD TNG KOILOTNTOC. XNV cuveyeia emiéyovpe Done->Done. e avtd
70 onueio Eyovpe oAOKANPOGEL TV pLOULoT TG akolovbiag.

¥t0 pevov mov pag speoavifetar Aomdv emidéyovue Play path kau screen play.
Emiléyovtog 10 ﬂgl Yo vo. SOVUE TNV TOPEIDl TOL KOTTIKOL E£YOVUE TNV
mopokdto gkova (Eixova I1.14.3) omoh 1 mopeio Tov KOTTIKOD QAiveTOl GOV KOKKIVI

Ypopuu.

Ewévo I1.14.3%
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_ NE N A i
Ewcéva I1.14.3"

2m ovvéyew v va BefoarwBovpe 6tL 1 axolovBia dnuovpyndnke cwotd Oa
EKTEAEGOVE 0L YPOPIKT] TPOCOUOI®MON TG KOMNG HE TO TPOypaupe Vericut.
Emiléyovue Aowmdv Play path kou Nc Check. Emidéyovtog  ® yiveton n mpocopoinon
NG KOTNG KOl TOiPVOVLE TNV €ENG EIKOVA Y10 TNV KOTEPYAGIOL.

5 8 ) ) 2 o ) ] 5/ 0 ) 0] ] o) 9] %] | o] 8 @] 50 6] 1| @] | o2 ¢ 38 o< ] | 5 1 5 0 B 1
]3] /60 8]7|W 2he X

FAVIEW 1 - Stock 1 (Workpiece)

End-of-file reached

FEwxova 11.14.4

[Mopatnpodpue 0t ot0 éva HEPOG TOL TPOPIA Tng KowoOTNTOG €Yel pelvel
AKOTEPYOOTO OVTO OUMG TO YEYOVOS OV OG EVOLUPEPEL LIOG KOl KAVOLLE EKYOVIPION
g kKotdtrag. H ewova mov gppavileror Aomdv pog ikavomotel ko £T61 EMAEYOLLE
Done seq. yio. vo. OLOKANPOGOVE TNV dMpovpyio TG KoTEPYasiog.
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15. Axoiov0Oia kazrepyaciog Kotlotnrag (Pocketing)

H axolovBia xatepyasiog kotlotntag eivon o akoAovBio wov £xel ¢ oKomd TV
ATOTEPATOON HOG KOIAOTNTOS KOTEPYALOVTOG TPAOTO TO TPOPIA TNG KOAOTNTOG Kot
OTNV GLVEYELN TOV KAT® EMPAVELD TNG KOIAITNTOC.

Eixovo I1.15.1

Koatd v Otbpkela g Kotepyaoiog MG KOWMOTNTOC TOL OVTIKEWLEVOL Ol
TAPAUETPOL TOV TAIOVV GNUAVTIKO POAs glvar ot:

H emoyn eidovg xatepyaciog (Rough option)

H yowvid komng (Cut angle)

H taxtw xatepyaciog (Scan type)

H emdAoyn tov komtuco® (Step over, number of passes, tool overlap)

H p00on g emucdioyng (step over adjust)

To BdBog xomng (step depth)

To myoc Tov akatépyastov vroroimov ekydvopiong (Rough stock allow)
To myoc Tov akatépyastov vroroinov TpoiA (Prof stock allow)

To wéyog Tov axatépyacstov vwoloinov (Bottom stock allow)

O\ec 01 TapAUETPOL EXOVV TOPOVGLUGTEL AVAAVTIKG GE TPONYOVEVT] EVOTNTOL.

Anuiovpyio g axoiovliag Karepyaoiog KOIAOTYTAS

210 avtikeipevo pog Ba dnpovpynoovpe por akoAovdia kotepyasiog KOAOTNTOC
oL aPopd TV amomepdtmon S opboywvikng ecoyns. Onwg €xovpe del yia va
dnuovpynoovpe pee véa akolovbio emdéyovpe Machining->NC Sequence->New
Sequence -> Pocketing ->Done.

210 pevov mov pog epeavileton epovtiCovpe va givor emieypéva to: Name,
parameters, surfaces. A@o¥ vyivet avtd emiéyovpe 10 Done. Xto medio Svopa
gwodyovpe pocket kot oI GLVEXEWL EGAYOVLHE TIC TOPAUETPOVS HE Pdom Tov
TOPAKAT® TIVOKOL.

Hoapaperpog Néa Tipn
Cut feed 300
Step depth 1
Step over 2
Scan type Type 3
Spindle speed 3500

Clear dist 5
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211 CLVEKELD EMAEYOVHE TNV EMPAVELD TOV OVTIKELEVOD TTOL O KOTEPYAGTOVLE.
Enéyovpe Aowmdév Model->Done kot 6t cuvéyela v emipdvel Tov BElovpe va
Kkatepyaotovpue(Ewova I1.15.2).

Eiwxovo 11.15.2

> ovvéyeln emaéyovpe Done. e avtd 10 onueio €(ovpe OAOKANPMOOCEL TNV
pOOoN ¢ akorovBiog.

270 HEVOL TOL Eag SEEEaviCswt Aowdév emiéyovpe Play path won screen play.
Eméyovtog 10 Yo vo o0UE TNV TOpEinl TOL KOMTIKOD €YOLUE TNV
TapokdTo gwkova (Eixova I1.15.3) omoh 1 mopeio TOL KOTTIKOD QOIVETOL OOV KOKKIVI

Ypopu.

Ewéva I1.15.3°

Ewcéva I1.15.3
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2 ovvéyewn v va BefarwBovpe 6Tt 1 axolovBio dnpovpyndnke cwmotd Oa
EKTEAEGOVUE 0L YPAPIKY] TPOGOUOI®MOT TNG KOMNG pe to mpdypappa Vericut.
Emiléyovue Aoudv Play path kou Nc Check. Emidéyovtog  ® yiveton ) mpocopoinon
NG KOMNG KOl ToipVOuLE TNV €ENG EIKOVA Y10l TNV KOTEPYAGIOL.

| Setl th  Help

- EIQIEIEI@E@QIQI B | | 3| % |0l ol K @91 | %% m el % 8 e | G| B & B 5 B 06
2B | @8 3| 7| B3 X]

VI VIEW 1 - Stock 1 (Workpiece)

K\:hlﬂ_mu]ﬂn

X Bt h {4 Lt

End-of-file reached EUSY Opt:

Eiwxovo 11.15.4

H swoéva mov eppaviletar pog kavomolel kat £tot emiéyovpe Done seq yuo va
olokAnpdcovpe Vv dnpovpyio g katepyosiog. Télog emiéyovpe Machining->
Matrl Remove-> Pocket ->Automatic->Done-> Autoadd->OK ywo va agaipécovpe
TOV KOTEPYAGUEVO OYKO.

Eiwxovo I1.15.5
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16. IIinpooopisc kazepyacioc / Process manager

Katd v owdpkeia tov oyedacpod tov akolovbiwv elval amoapoitmto va
noipvovpe TANPoQopiec TOGO Yo pubuicelg mov €xovv Yivel GE TPONYOVUEVES
KOTEPYAOIEG, 00O Kol Y0, OLPOPES TANPOPOPIEC Yo TNV KATEPYOSIO 7OV HOAG
oxeOAGALLE, OO GTOV AVOUEVOLEVO YPOVO KOTEPYAGIOG KOL TO OPLOL TNG KOTEPYUGIOG
G€ GYE0MN UE TO GUGTNLO GUVTETAYUEVDV.

O minpoopieg avtég pmopohv va Anebovv pe dvo TpoOTOLG, £ite pe TO Tapabvpo
TANPOPOPLAV, EITE L TOV process manager.

HapadBvpo minpopopirav

To mapaBvpo TANPOPOPLOY HUTOPOVUE VO TO EUPOVICOVUE OVA TOGA GTLYUN.
Yndpyovv dvo tpomol gpedviong tov. Katd v dibpkela g onpovpyiog Kamolog
OLYKEKPIUEVNG aKoAoLOiag pmopovpe va emiéovpe seq info-> Done sel kot pog
enpaviCetor 1o mapdbvpo TAnpogopimv. Edv B€Lovpe va dovpe mAnpopopieg gite yia
Kémowo oKoAovBio mov £yovue ONUIOLPYNOEL €ite Y OAn TNV Agrtovpyio TOTE
emiéyovpe ot ypopuun epyoieiov Info->Manufacturing... (Ewova I1.16.1)kon ot
oLVEYEWN EMAEYOLLLE, glte TNV akolovBia Tov BEAove, glte OAOKANPN TNV Asttovpyia
KaBdg kol v BEhovpe, umopovpe vo. VITOOMKELGOLUE TIG TANPOPOPIEG GE KATOL0
apyetio.

= Manutracturing Info g

Output Information for

(%) Manufacturing Model
() Operatiat

() MC Sequence

() Mig Geometry

() Route

Output Results To

[ File

[ Apply ] [ Cloze ] [ Filker... ]

Eixovo 11.16.1

[T kGt pmopovpe va dovpe £va TETO0 Tapddvpo Yo TV AElTovpyia TOL £YOVLE
KOTOOKELAOEL Kal Eva o TV akoAovBia Pocket.
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File Edt View

| Machining $equence Report |
| |
Manufacturing Type : ASSEMELY

Stock : MFG1

Date : 1l4-May-06 17:51:47

| Fixture Setup Information |

Setup NMame : FIXTURE
Gtatus : Active

| Mill Volumes Informaticn |

Mill Volume : CIRC VOL
Created By : Gather (Reference Part REF_130_50_10.EFRT)
Display Status : Unblanked
Featurs IDz : 1065 (#30)

| |
| Overall Machining Data |
| |

Number of NC Sequences : 12

Total cutting time 1 58.6165 min — xpovog KGTEdeO’IGg

| |
| Mill Window Features: |
| |
Drill groups referenced

ASEBEMBLY NAME = MFG1

FEATURE NUMBER 38
INT AL FEATURE ID 1137
e R O D . e - Bl

s

Eikovo 11.16.2

File Edt View

| Machining Sequence Report | I

| |
Manufacturing Type : ASSEMELY

stock : MEGL

Date : l4-May-06 17:52:25

| |
| NC Sequence Number : 12 |

| |
NC Sequence name : POCKET

Feature ID : 1218

Feature MNumber : 52

Operaticn Mame : OP010

Workcell Name @ HAAS MINI MILL

Worksell Typs @ Mill

Sequence Type : Pocket Milling

Cut Mtn Feat 2 1218

Azis Type 1 3 Axis

Fixture Setup : FIXTURE

Teol ID i BMM

Cutting time ¢ 1.145 min - Xpovog Kq‘rgpvqo’mg
Retract Plane : ADTMI1

START POINT 1 N/A

END POINT 1 N/AR

NCL File Name : POCKRET

MACH CSYS : MACHINE_ ZERO

NCEEQ CRYS : MACHINE_ ZERO

Tool Travel Envelope: Op|q Kq‘rgpvqo’mg
®_MIN 5 i

X_MAX s 22

¥ MIN Bl

¥ MAX : 38

Z_MIN : -5

Z_MAX 5
s S = &

Eikova 11.16.3
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Process manager

O process manager givai éva gpyaieio Tov pro/manufacturing mTov pog eTTpEnel va
BAémovpe Kol Vo TPOTOTOOVHE 1| KOt Vo dnpovpyovpe akolovdieg. Mmopodpe va
dovpe éva TANB0¢ TANPOPOPLOY OTTMC Kol UE TO TOPABVPO TANPOPOPIDY HOVO TOV
gyoope TNV ovvatdtTo vo emAEEovpe TOEG eivol Ol TANPOQOPIEG TOL  HOG
EVOLOLPEPOLYV KoL va, epgaviiovpe pdévo avtég 6to mapddvpo.

Me 1oV process manager UTOpoUUE VO, dOVLE, EITE TNV GEPA TOV SLUOIKACLOV CE
KkdOe Aertovpyia, eite gpeavifovrag ta Prpata g Asttovpyiog, ite epeavifovrog
TOVG TOPOVG TOV EYOVLLE.

IMa va tpomomomcovpie TIg TANPOoPopiec Tov eppavifovion oe Kabe Eva amd tovg
TPELG TOPOTAVED TIVOKEG M KOL Vo ONUIOVPYNOGOLUE OIKA HOG OTIYHOTUTTO UE
SLLPOPETIKEG TANPOPOPIEG.

Mmnopovue emiong vo  TPOTOMOMGOLUE TOPAUETPOVS KOTOWG — okOAOLBing

EMAEYOVTOG 7 Yo v HeETopePHOvLE 0TOV menu manager Kol Vo TPOTOTO|COVE
NV avticToLy T TOPAUETPO.

Anpovpyia véov oTrypotTumov 6tov Process manager

IMo va gpeovicovpe Tov process manager ETALYOVUE TNV OVTIOTO(T ETAOYN OO
TOV menu manager. ['io vo onNUiovpynocovE | Vo TPOTOTOMGOVUE £VO, GTIYUIOTUTO
pog oyng emAéyoovpe View ->View Builder.

Oélovpe va dnuovpyncovpe poe Oy 0mov Ba Exovue GeEPA TOV JOIKOCIDY GE
KdOe Aettovpyla Kot TG TANPoPopieg mov pag evotapépovy. Emiéyovpe Aowmdv v
oyn avt Kou otn ovvéyela View ->View Builder yio va gpgoviotel to mapdabupo
onpovpyiog Oyewv (Eixova 11.16.4).

File Edit Wiew Insert Tools

S AR B

O 1= Wiewt Mame: | Process Main Wiew [»]
| |
Mame Stay : : 1
_ FI<TLIRE . Nat Displayed : DI.Sp|a_','Ed f
(IE] oPoio = Group 4 ) [tems | Colurnn Name idth IS I
&Y 1. FACE_ROUGH - Ciatis =
u . Type g
& 2. FACE_FINISH T ool Murmber R 5 ‘
@u 2 PROFILE_RO... - | 'Workoell Type Toal ] L
oY 4 PROFILE_FI... - .?.xas g
iuture:
¥ 5. HOLES . Orientation 3
| g & CIRCULAR_V... - Retract a8
" CUT_FEED a
& 7. CIRCULAR_V... - CUT_LMITS a L
oY 8 SURFACE_R.. -  Camments 8l
< fm EY
o 9. SURFACE_R.. - - - |
oY 10, SURFACE_... (¢ + (&) wins |
/ =l Name: | Attachment Anchored Columns |2 2]

—

[Lok | [ Aepl | [[Cancel | [+

Eixovo 11.16.4

Eniéyovpe ot ouvvéyelin File->New vyia va onuiovpynocovpe pi véo oym.
Ewdyovpe g O6vopo my view. Xmnv véa Oymn emdéyovpe vo epeoavifovior ot
TOPOKATO TOUPAUETPOL.
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Group ‘Ovopa TapapéTpov
Mfg setup items Name
Type
Tool
Tool Number
Step Parameters Bottom stock allow
Cut feed
Prof increment
Prof stock allow
Spindle speed
Step depth
Step over
Mfg info parameters ~Machining time

Metd v emioyn TV Topapétpmv mov Ba gpeaviCovtar otnv dym mov Bélovpe
emA&yovpe Save kat OK emotpépovtag e auTd ToV TPOTO 6TV Kupio ETLPAVELL TOV
process manager.

Be ER Vow Imat Took

Sl is e &mex Ll
BlBR ~] M
Mo Tygmn Tend Texd Mumbe  Macks  CUT_FRED SPINDLE_SPEED PROF_INCREMENT PROF_STOOE ALLOW  ROTTOM STOCK_ALLOW STEF_DEPTH - STEP_OVER
| = [ FIXTURE SETUP
«d) oD OPERATION
.9.’ 1. FACE_ROUGH FALE MILLING M1 4GNS 400 3000 o 1 45
.9., 2 FACE_FINISH FACE MILLING G 1 125 X0 500 0 1 2
.9., 1 PROALE_ROUGH PROFILE MILLING T 1095, 400 3000 o 1
-9', 4 PROALE_ANISH PROFILE MILLING LT 2401, X0 00 o 0 0s
.9.’ 5 HOLES STANDARD DRILLING a1 oS S0 3000
.9., & ORCULAR VOL_ROUGH  VOLUME MILLING G 1 1527 400 3000 o a2 a2 o7 4
.\',\J 7 ORCULAR_VOL_FINISH  VOLUME MILLING M 1 104, X0 w00 o 0 0 oy L
.ﬁ‘) 0 SURFACE_ROUGH VOLUME MILLING G 1 4652, 400 00 o 0 a2 0s 3
.g,\) 9 SURFACE_ROUGHY SURFALCE MILUING M 1 asr2. 00 B0 0 1
‘v,\J 100 SURFACE_FINISH CONTOUR SURFACE MILLING  SMM 1 nar. X0 B 0 02
_ﬁ\) 11, ALUNGE PLUNGE MILLING M 1 1437 S0 300 02
.ﬁ‘) 12 POCKET POCKET MILLING M1 1145 X0 w00 0 1
v
(oo | (Chie |

Eikovo 11.16.5

Tov mivoko avtd pmopolde Vo TOV EKTUTMGOVLE N KoL VoL Tov eEAYOVE GE LOpON
CSV éto1 wote va pmopovpe va tov giedyovpe oto Excel yuo mepartépom enelepyocio.
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17. Tedikn enelepyacia /Post-Process

A@0o0 TEAEUOOOVE TOV GYEOACUO TOV KOUUOTION TPEMEL VAL YIVEL 1] LETAYADTTION
o0V apyelov BEoMG TOV KOMTIKOV GE Ui YAMGGA OV OVTIAAUPAVETOL 1) EKAGTOTE
punyovn apfuntkod eAéyyov. I'ia va yivelr cwotd n petayrAdttion Oo mpénel o post
processor va givat puOuopévog KatdAinAa ®ote 10 e£oyOUEVO TOV Vo givarl akpPmg
OVTO TOL OTTOLTEITOL Y10l TNV LIYOVT).

Apyikd mpémel voo SNUIOVPYNCOLHE TO apyelo BEong KomTikoD amd Tig aKolovbieg
aplOENTIKOL EAEYYOL TOL £XOVUE KOTAOKEVAOEL [0l 0VTO TO GKOTO EMAEYOLLE GTOV
menu manager CL Data. Xtn ocvvéyewn pmopovpe va eEdyovpue 10 apyeio 0éong
KOTTIKOV, €ite Yy OAn v Agurtovpyio, €ite Yy KAmMOlES 0akOAOLOIiEC TOL pOG
evoropépovv. Emiéyovpe Aowmdév Output->Select one->Operation->Op010.

P MANUFACTURE

CL Data - d

w CLDATA
Input

Edit

NC Check
Gouge Check.
Post Process
Cueue Manager
Done/Return

Operation

NC Sequence
Done

Quit

QP10

Quit Sel

Ewcova I1.17.1

21 ovvégela emiéyovpe Ot Bélovpe va e€dyovpe o apyeio BEong Komtikov Ge
apyeio (Ewxovo [11.17.2) xou oI OLVEYEW EMAELYOLUE ©€ TOWO @AkeEAO Oa
amoOnkevoovpe 10 opyeio Béong xomtucod. Emidléyovpe tov @dkelo otov omoio
epyalopacte kKot otnv cvveyeio OK.

P MANUFACTURE

€L Data .

P CLDATA

w PATH

Display

Raotate
Translate
Stale

Mirror

units

Done Qutput
w OUTPUT TYPE
CL File
[CImco File
Interactive
[IBatch
Compute CL

Quit;

Ewcova I1.17.2
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Edv 1o apyeio onpiovpyndnke emroymg 1 Oyt epgaviCetor 610 KAT® PEPOG NG
006vne. Edv éyet dnuovpynOet emdéyovpe done output.

o Processing slice 4 oLt of 4 sices ... =~
= Tool path computation done.

 Furging tool path databass ...

« Tol path database puraing is completed, 3

= FroflC file C:\Documents and SettingsiMorpheusiMy Documents|\PTCIF art Reportlopdl0.nel.1 has besn craated successfully. ™|

Eiwxova 11.17.3

Mo vo extedéoovpe v tehkn emeepyacio tov apyeiov 0Béong KomTIKOD
emAgyovpue otov menu manager CL Data->Post process kot emiAéyovpe to apyeio mov
dnpovpynoape oto mponyovuevo Prua matdpe OK->Done. Me v emloyn avt
enpovifovror otov menu manager OAOL Ol TEMKOL €MeEEPYOOTEC TOL VTAPYOLV
dwbéoipot.

J.'ml..!nlﬁt':l |

[rre= T
UNCDL.P1Z
UNCHD1.P14
UMD P1S
NP1
U1 P
N P
N P2
UMD P2
U BT
U PaT
U Pel
UMD PeY
(L]
UNCKD1 P51
UNCKD1 PTY
UNCED1 P2

Eikovo 11.17.4

Eniéyoope 1o UNCXOL.P11 kot ot ypopun €viohdv mov pog epeovileton
YPOQOOUE TO OVOUOL TOL TPOYPAUUOTOC KOl TATARE enter. Xe avtd 1O onueio
enpaviCetoar éva mapdbopo (Eikova 11.17.5) mov pog divel minpogopieg yo v
ddkacio mov odokAnpacape. To apyelo pe ToV KOOKA TNG EPYAAEIOUNYOVIG EXEL
amoOnkevtel pe to dvoua mov @aivetal oto moapdBvpo kot eivar tomobeTnuévo otov
(QAaKeLO TOL givan Ko To apyeio BEonNC KOTTIKOV.

Fle Ede Vew
Log File
Pro/NC-GFOST Mill, Version &.8 F-20.0, Copyrightic) 2003
Date=05-17-2006 Time=15:52:21

Input Filea=op010.ncl.1

option Pila=uncx0l.pll
Filter Pile=uncx0l.f1l

=** Tape length 2818.54 Cycle time 58.22 wWarnings (e
DAte=05-17-2006 Time=15:52:26

[Case]

Eiwxova I1.17.5
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18. Ayuiovpyio avagop@dv

Mo mv koAdTEPN 0pYAVMOOTN TMOV KOTEPYUOSIOV UTOPOVUE VO ONLHLOVPYGOVUE
avagopég ot omoieg va mepthapPdvouv OGO pnyovoroyikd oxedio 000 Kot
TANPOPOpieg Yia akolovdieg 1 Asttovpyieg TOV EYOVUE ONOVPYNCEL.

YKomdg pag eival va dnpiovpynoovue éva Tpdtumo oto omoio Oa €yovpe Eva
nivako pe OAEC TIG KATEPYOGIEG TIC TAYVTNTES TPOMONG Kol OTL GAAES TANPOPOPIES
emBopovpe va gpeaviCovrot.

Mo v mo gdxoAn dnpovpyio. TOL TPOTHTOV OVTOL UTOPOVUE VO GYEIACOVE
éva Tivoko PE ETOVOAUUPOVOLEVEG TEPLOYES. XTIG EMOVOAAUPAVOLEVEG OVTEC TTEPLOYES
UTOPOVUE VO EICAYOVUE TOPAUETPOVS OTMG GVTEG TOL (POIVOVTOL GTOV TOPAKAT®
VoK.

‘Ovopo TapapETPOV Xpion

&mfg.oper.name Ovopato Aettovpylov

&mfg.oper.User Defined [apdpetpor Aeitovpyimdv
&mfg.oper.workcell.name Ovépato YOP®V epyaciog
&mfg.oper.workcell.User Defined IMopapetpor ydpov epyaciog
&mfg.oper.ncseq.name Ovépato akorovOdV apBunTiKoy gAEYXOL
&mfg.oper.ncseq.User Defined IMopapetpotl akolovdidV a.€.
&mfg.oper.ncseq.cutmtn.name OvopoTo Kviioe®mVv KOTNG

&mfg.oper.ncseq.cutmtn.User Defined  TTapdpetpot Kiviice@v KOG

>ta onueio mov vapyel o opdc User Defined pmopei va eicoybel omoladnmote
TOAPALETPOS VILAPYEL GTO AVTIGTOLYO ONUEID GTO HOVTELD OV £XOVUE GYEOIATEL.

Me avt6 TOV TPOTO GYEOIACTNKE TO TOPOUKAT® TPOTLTTO TO OTOI0 YPNGUYLOTOLOVUE
Yol TNV ONUIOVPYIN TOV OVOPOPOV.

Eixova I1.18.2
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1. Ewaywyn

To Vericut eivon éva mwpdypappo pe 10 0moi0 UTOPOVUE VO, TPOCOUOLDCOVLLE
TPOYPAUUOTO aptOuMTIKOD EAEYYXOV Kol Vo SOVUE TOOVES GUYKPOVOELS TOV KOTTIKOV
EPYOAELOV, IE TO KOUUATL, HE KATOW0 UEPOG TNG UNYXAVIG, 1 LE TA LEGO CLYKPATNONG
Tov Koppatwod. Me to Vericut Pmopovpe vo KOVOLUE OlOGTOTIKO €AEYXO GTO
KOTEPYAGUEVO KOUUATL KOl VO TO cvykpivoupe pe to embounto. Eniong pmopovue va
BEATIOTOTOMGCOVUE TIS TPOMDGCEL TOV TPOYPAUUOTOS HE PAon To KOUUATL 7TOL
katepyalopaote. Téhog pmopodpe va Katoyplyovue TNV Topeio. TOV KOMTIKOV GE
Video.

To mpoéypappo Vericut umopovpe va 10 avoiEovpe OTmG £Yovpe OgL Kol OF
TPONYOVUEVO KePOAio &ite emAéyoviag omd TNV KATAGTOON ONovpyiag vEag
axolovBiog Play Path -> NC Check yio vo TpoCOHOIDGOULHE TNV GUYKEKPLUEVN
akoAovbia, eite emAéyovtag and Tov Menu manager CL Data -> NC Verification €dv
Bélovpe vo mpocopowdoovpe éva obHVorlo oakolovbidv. Me avutd TOV TPOHTO
petafialovior 6to TPHYPALLE OAEC Ol ATOPOITNTEG TANPOPOPIES VIO TV KIvNoT TOL
KOTTIKOY Y10 TI§ OlOTACELS TOL OVTIIKEWUEVOL OGO KOl Yo TNV YEOUETPIOL TOL
KOTITIKOV KO T LEGO GUYKPATNOTG.

H dwdikacio mpocopoimong evog mpoypappotog aptfuntikoh eAEYYoL Umopel va
oLvoy1o0el GTO TOPUKAT® GYNLLOL

— )\ ]

Stock M Data Tool
description Toal path file descriptions
VERICUT
{#’--_".‘ WERICLIT
r"'mr salid model

YlErranng file

Wearified tool path file
Ewcova Ill.1.1

Onwg PAémovpe AOmOV GTO TOPOTAV® GYNUO YO VO  EKTEAEGOVLUE oL
TPOCOUOImOT €lvol amapaiTNTO VO EIGAYOVUE TO OKOTEPYNOTO KOUUATL, TNV TOopeia
1OV KOTTIKOL (o€ KMok G 1 oe APT) kau T1¢ dtaotdoelg Tov kKontikov. Extdc and ta
amopoitnTo oTOXEWL pmopovue vo. eledyovpe v unyovy CNC o va ehéyEovpe
TUYOV GLYKPOVGELG e HEPN TNG unyovne. To kevepued mapdbvpo Tov Vericut @aiveton
TOPOKATO
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| VX MERICUT 5.3.1 by CGTach - catpio.ust, (Millimater)

F#o Wiow Info Model Selup Analysis  OpsPath Help

@ 6@/ 8/ o) vl ¢/ & 0] 0| | @8] )] o] €|+ 0] @) ) a| x| |5 @] 4w v s | o] @ 8] @/ @] 0] 0] 2] 0)
b TR TN TEARNE e

T VI 1 . Seock 1 (W kpince)

I[Em:v Ioading Machine Simutation files

Jﬁé ;ﬁim[v-ﬁ) . 3

Ewova 1l 1.2
T va: 800pe TV mopeio Tov KomTucob emtheyodpe o *, edv Oéhovpe va dovpe
Vv mopeia avty Prno-Prpo emleyovue 2l evéy ebv Bélovpe Vo EMOVAPEPOVLE TO

HOVTELO OTNV OPYIKY] TOL KATAGTAOT) EMAEYOVLLE 2|

2. 'Elgyyoc mpocavaroiicuov

Me v évap&n 10V TPOYPALUATOS O TPOGOVATOAMGUOS TOV OVTIKEWEVOL &ivor
avtdg mov eiye oto Pro/Engineer. [Mapoakdtom Bo dodue g pmopovue vo, aAldEovpe
TOV TPOCAVOATOAIGUO TOV KOUUOTION KOl VO TPOGOEGOVLE OYELG.

Yrdpyovv Tpelg TPOTOL VO TPOGAVATOAIGOVUE TO KOPpATL pog. Mmopodue va
YPNOCILOTOMGOVUE U0 OO TIC ETOLUES OYELS, N VO KAVOLUE YEWPOKIVNTO EAEYYO LE
Baon xdémolo amd TOvg AEOVES, M VO TPOCHVATOAICOVLE TO KOUUATL e Prpatikn
kivnon.

INa va dodpe ToV TPooavaToAoud Tov avTiKeévoy emieyovue View->Orient

B rro model
Layout » |
Attributes..
Section...
Select’Store...
AHES...

Toolbar...
Look & Feel »

Ewcova I11.2.1
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Me avt Vv emroyn epgoavifeton Eva mapdbvupo 1o omoio givarl vrevHOvvo Yo Tov
TPOCAVOATOAIGUO TOV KOUUOTIOV.

Ymv {ovn 1 éovpe kovumid To omoio EMAEYOVTOG TO KOl UETOKIVOVTOS TOV
KEPOOPO, UTOPOVUE OLVOUIKA VO LETAPGAAOVIE TNV YOVIE TOV OVTIKELLEVOL G TPOG
KATO10 1) KATO10VG AEOVEG,.

Ymv Lovn 2 €yovue emloyég pe €TOEG OWELS TIC OMOieg UmOpPOVUE v
YPNOLLUOTOUCOVLE KaTd BovANON

Xmv Covn 3 éyovue UmMOPOOUE VO XPNCLULOTO|GOVUE KATO0 Onueio TOL
OVTIKELEVODL Y10l VO TPOCAVATOMGOVUE OT®G aKPPdG BELOVLE TO AVTIKEILEVO HOC.

Bl | 5] %] & @]

x| vz |z | wise |
wo | oz | x| Hiso |

e et oo
Incrernent |30 Bl =l =]

Spin Center 000 %%

R Orient on Feature 3

[ Zoom creates new View.,

N

Zoam | Zoom In | Fit | Refine |
Fan | Zoom Cut | Fit All | Reverse |
Appty | Reset | Close
FEiwxova 111.2.2

Edv 8éhovpe va €yovpe mapoamdve omd pio OYES TOV OVTIKELLEVOL TOVTOXPOVA
umopovpe vo tpochécovpe 6oeg Oyelg embopovpe. Emieyovpe View->Standard->4
vy vo epgaviCoope 3 axodpa mapdbvpa ota omoio Ba £yovpe 3 akdpa OYeES TOL
OVTIKELUEVOV.

M Info Model Setup  Analysis  OptiPath  Help

Look &Feel »

Yiew To Front b
Always In Front

Qrient... Add Yiew E
Aftribiutes .. Delete YWiew H

' section... Cascade ]
Select/Stare... Tile Horizantally =]
Aes.. Tile Yertically EI
Toolbar... Wiew To Back IIIE
EEl

GEEl

E1] 3|

Eiwxova I11.2.3

Onwg dei&ape ko mponyovpeva epovtilovpe va £govpe v XY Oyn oty mave
aplotepd Oy, v XZ yio TNV KOTO opltotep] Oy kol v YZ oty Kdto de&id dym).
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[ VERICUT'S. 3.1 by CG gtpro. usr (Millimeter)
File View Info Model Setup Analysis QptiPath Help

&8 6 B R @ sl % S8l o o m@| v I 5| % ¢ o el el X @ 1|8 6 e @8 e v 686 8 6ol B s
2B =¢8] 3] 2|0 3pr ] X]

Y VIEW 1 - Stock 1 (Workpiece) 98 [=] 3| 77 view 2 - Stock 1 (Workpiece)

V7, View 3 - Stock 1 (Workpiece) ¥ View 4 - Stock 1 (Workpiece)
ZBwichisiinmgin

ﬂ"wﬁchmlimi\,lu

Reset Model Completed B 0 BN
Ewcova 111.2.4

IMa va puBuicovpe t1 Ba Tepiéyetal oty ekdotote Oy emleyodue de&l KAk Ko
View type. 'Etot pmopovue va €yovpe Owelg mov gpeoviletor povod 1o Tpog
KOTEPYAOTO KOUUATL KO TO KOTTIKO Kot GAAES TOL ER@avICovV OAN TNV unyavi).

3. PvOuion mpocouoiwenc

I[Ipwv v extéheon G mpooopoimong umopovue vo pvbuicovpe éva aplBuod
TOPOUETPOV £TGL DOTE VO EXOVUE OGO TO dVVATOV KOADTEPT EIKOVO TNG KATEPYOTIOG.
IMa va to kévovpe avTd pIropovue vo pLOUIGOVIE TO YPOUATO TOV OVTIKEILEVOV KOl
va pvBuicovpe mopduetpog mov oyetiCovtal pe TNV Kivnom Tov KOTTKoD OT®mG M
tayvtnta Tov. Emiong pmopovpe va eréyEovpe to onpeio and 1o omoio Ba Eekva n
EKTEAEDT TOL KOOIKO KO TO oNpeio 6To omoio Bo oTapatd 1 eKTEAEST TOL.

Mo va dobue ta avtikeipeva mov amaptilovv 10 poviého emAéyovpe Model-
>Component tree. [ va doOUE TIC EMAOYEG TOL KADE OVTIKEWEVOL EMIAEYOVUE E
SUTAO KMK TO AVTIKEIUEVO.
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( W component nee W

File Edit Component

E-Base (0, 0, 0)
E=l-Stock 1 (0, 0, 0)

ixture 5 (0, 0, 0}
-Models

Ewcovo I11.3. 1

Eniéyoviag éva amd avtd speaviletor éva moapdbvpo pe Tic €mAoyég TOL
avtikelpévov. Metafaivovtag oty Kaptéla Position pmopodue va HETATOTIGOVE TO
avtikeipevo evd oty kaptélo Component attributes pmopovpe vo aAhdEovpe to
YPOLA TOV KaODG kot To o€ o wopdBvpa Ba epeaviCeton To ETAEYUEVO AVTIKEILEVO.

Active Component | | Component Type : Stock

Selected © Model + Compaonent

Model IPnsitinnl Cnmpnnenmﬂrihutesl Impm‘t}

Type (Model File -

Model File |cotorat.stk Browse... | Sketcher...
MNormals  |Outward =
Units Millimeter 2

Calor Inherit -

Add I+ visible

ok | Appty | Cancel
Ewcova I11.3.2

Eniléyovrag OK petapepdpacte Eova oto component tree. Edv £yovpe tedeumoet
HE TG PLOUICEIS TOL OVTIKEWWEVOL UTOPOVUE VO EMGTPEPOVUE OTO KEVIPIKO
TapaBupo ToL TPOYPALLLOTOG.

"Evag kbplog mapdyovtog mov kabopilel v eikdva OV EXOVUE Y10 TNV KATEPYAUTTOL
elval n TaydTo Kiviong tov KomTikoh Kabd¢ Kot 0 TPOTOg eupaviong tov. I'a va
aALGEOVLE AVTES TIG TOPAPETPOLS eMAeyovpe Setup->Motion.
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WL Motion EEE
Start At'Stop At
Start A EERT QG0 [~
stopatfend 7|
[+ Stop At Max Errors Wil
[ Stop At Max Warnings Wil
tMaotion
FastFeed Wi‘ [ Mo Anirmation
skpcut 0 2] [ Checkior Spindle OF

Drill Cycle |Full Motion hd [~ Fastmin [~

Animation Speed

Smooth J Fast
[+ Machine Speed Contral

Tool

Tool Display | Translucent h Cut Color Method |Mext Available hd

Control Paint[Tool Tip -] Min.cuterHeightd 2

[ Display Holders in Workpiece View [ TooliFixture Collision Only (no cutting)
I - Holder Clearance lij‘

(0]4 Annly Cancel
Ewcova I111.3.3

g autd 10 TaPABVPO UTOPOVLE VO KAVOLLE £va TANB0G pLOUIcE®Y TOVL APOPOLV
™V Kivnom Tov KOTTIKOV.

Mertofarlovtog To Start at pmopovpe va petafdiovpe 1o onueio and to omoio Ha
apyioel M ektéheon Tov k®OKa. ‘Etor umopodue va apyilovpe v €KTEAEGN TOL
KOO Omd TNV apyn TOv, Omd KATOW GLYKEKPLUEVN YPOUU 1 OTd KATO0
OVYKEKPIUEVO KOTTIKO EPYUAETLD.

MertoParrovtog to End at umopovpe vo otopatdpe tnv Kivnon tov kontikol Kaoe
QOopd TOV VWAPYEL OAAAYN KOTMTIKOV, KAOE @opd mov cvvavtd oyOAlo 1N Kdabe
OLYKEKPIUEVO OPOUO YPOUUDY

H peyéddn umépoa mov epgoavifeton oto mapabvpo pubuilel v toyvnTa pe v
omoia yivetal n Tpocopoimomn g KomNg and to mpodypappa. Eved n mapdpetpog tool
display kaBopilel to €dv 10 KOMTIKO Oar eppavileToar oV 006V ®G MUOAPOVES
avtikeipevo edv Ba gppaviletor g oteped M oev Ba eppaviletor kaboAov.

[Ipwv apyicovpe v mpocopoimon mTPEMeEL va EAEYEOLLE KO TOL KOTTTIKA epYaAEioL
™me unyavng étor emieyovpe Setup -> Tool manager. Me v emAoyn ovt
enpaviovtor OAo To. KOTTIKG €pYOAeio. TOV VIAPYOVYV GTO GULYKEKPUYEVO LOVTEAO
TPOGOLOImOoNG KaBMDS Kot 01 KOVOL GLYKPATNONG TOVC.

H Aiota avt) pe to Komtikd epyoieio pmopei va amobnkevtel aveaptnta and to
HOVTELO TpoGopoimong Kot va, ypnoporombet aveEdptto oe omoio GAAO HOVTEAO
emBopovpe.
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File Edit View Add

¥ Tool Manager : catpro.tls M@\

Tool Display

[ Description| Type| Units | Gage Offset| Orientation | Ctrl Pt] Stack| OF Description | # Teeth| Comments
=2l Wil Millimeter 0 000 0 [ I 2
e Cutter 1APTTC. | | | | |

] N | K1 1]
Search | Farward | Backward

‘ \VERICUT 5.3.1 by CGTech - catpro.usr (Milimeter)

Eiwxova 111.3.4

Eniléyovtag éva komtikd epgaviletol po anelikdvion Tov 6To aploTtePd HEPOG TOL
nmapabipov. o va gwodyovpe éva véo komtikd oty Alota emdeyovpe Add->New
Tool -> Mill. Mg avt6 t0 Tpdmo gnpaviletar Evog vEog pAKEAOS aploTePE 0 0moiog Ha
TPEMEL VO, OVOUOOTEL CLUHEMOVE He TOV KOOWKO TOL gpyoreiov Omwg avtd Ba
epnpavifeton otov kmoka. ' va glodyovpe éva vEo KOVOUAM GTO KOTTIKO EMAEYOVUE
10 KonTiKO Ko otnv ovveyeio Add->Cutter oe avtd t0 onueio eppaviletar éva véo
mopdBvupo 610 0010 EIGAYOVUE TA OEOOUEVA TNG YEMUETPIOG TOL KOVIVALOV

Tool Component

i Cutter

CRUCIL IR AL JEY

I
R
el

Diameter{D) |0
Height (H) ]
Flute Length 0
ShankDiameterfs
Offset (@ T
Color ﬁm

—Flat Bottarn End Mill

Ok Apply Cancel
Ewova I11.3.5
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AoV tedeltdoovpe pe 0 KOVOLAL emkeyovpe OK. Xtnv ovveyeio umopovpe va
€106 YOVUE KO TOV KOVO GLYKPATNONG TOV KOVOvAovy emiéyovtag Add ->Holder kot
€100YOVTOG TO GTOLYELD TNG YEMUETPIAG TOV.

Tool Component ] Mave/Rotate | Assemble]

—Holder

—Block-

W
- | —-—\\‘
Length (L) |0
Wiidth ) |0
Height (H) |0

Color Inkierit vl

0K Apply Cancel

Ewcovo 111.3.6
Téhog xotd Vv O1bpKel TG TPOGOUOIMGNG UTOpPOVUE Vo PAETOLUE KOl TOV
KOO 0 omoiog ektedeitan emiéyovtag Info->Toolpath.

4. Avalven mpocouoiwons

Metd 10 1€A0G TNG TPOCOUOIMONS LITAPYEL £Vl GOVOLO €pYOAEi®V pE TO Omoia
UTOPOVUE VO SOVUE AEMTOUEPELEG TNG KATEPYUSIOG VO OOVUE TLYXOV OLPOPES TNG
emBuuNTNG LE TNV TOPAYOUEVT YEOUETPiN, KABMG Kot va PEATIOGOVLE TNV TOPEiD TOL
KOTTIKOV £TG1 OGTE VoL £Y0VE PEATIOTEG GLUVONKES KATEPYOTIOG.

To mpodTO amd ovtd To epyoreion HOG EMITPEMEL VO, LETPNGOVUE OLPOPES
OMOGTACELS GTO KOTEPYAUOUEVO LOVTEAD OMG 1 ATOGTACT] LETAED OLO TAELPDV KOL TO
h0g TOL aKATEPYOSTOL VLAWKOV. [Ma va dovue 1o gpyodreio avtd emtheyolpe
Analysis->X Caliper. Xto mopdbvpo mov pog speavifetal emieyobpe por amd Tig
KapTéLES avdAoya pe To Tt BELOVLLE VO LETPT)COVUE KOl GTNV GUVEXEiD EMAEYOVLE TAL
onueia 1 TIC EMPAVEIEG TOV EMOVUOVUE VO LETPGOVLLE.
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FeaturefHistary | Distancertngle

| ShckThickness | v Distance | ClosestPoint | Scallon | volume

Pick a location to measure thickness

o ]
7|0 Jo
Zp KD

Active Coordinate System: Orientation 1

Cumputel Close |
FEiwxovo 111.4.1

Edv 0élovpe va peletioovpe TNV mopeiot TOL KOMTIKOD MO  EMCTOUUEVOS
emieyodpe Analysis->Tollpath review. Xto mapdBvpo mov pog epeavifeTor pmopovpe
v SOVUE OVOALTIKG TNV TOPEiD. TOL KOTTIKOD KOl UE OLOPOPETIKA YPOUATO TNV
Kkivnom 1ov Katd TV SipKeE Katepyaoiag GyYKov, Katd v JiipKeLD KoTePYaoiag
TOV 0€pO Kol KOTA TNV SIPKEW TOV KIVIGEWV €MOTpoPS. Emiong pmopodue vo
dovLE TOV KOJKA TOL apyeiov BEGNEC TOL KOTTIKOV OV OVTIGTOLYEL GTNV Kivnom Tov
ekteLEl TO KOTTIKO.

W Toolpath File'= catpro.tp
File Edit Settings

=8| &] &l 2| 2] | & | ol BlE v olelalalx @12

i Stock (Workpiece)

GOTO ¢ 17.0000000000, 22.7272727273,
GOTO / 23.0000000000, 2Z.7272727273,
GOTO ¢ 23.0000000000, 20,8151818182,
GOTO ¢ 17.0000000000, 20.8181818182,
GOTO ¢ 17.0000000000, 18,9090809091,
GOTO 4 23.0000000000, 18.9090303091,
GOTO ¢ 23.0000000000, 17.0000000000,
GOTO / 17.0000000000, 17.0000000000,
GOTO / 23.0000000000, 17.0000000000,
GOTO ¢ 23.0000000000, 38,0000000000,
GOTO ¢ 17.0000000000, 38.0000000000,
GOTO 4 17.0000000000, 17.0000000000,
5% GOTO / 17.0000000000, 17.0000000000, -
4] »
Line 6164

Errars

TDD\Disp\ayISDMd & Tool1 (17,17, 6,0,0,1)
LineDisp\avIOn bl Smooth —J Fast ) « ( u )

Eiwxova 111.4.2
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Edv 0éhovpe va dovpe TIG S10pOopEG TOV OVTIKELLEVOL TTOV GYEOIAGOLE LE OVTO TOV
Kotookevdotnke emieyodue Analysis->Auto Diff. Xto mapdBvpo mov pog
eupaviCetor Kohovpaote vo emdé€ovpe v axpifelo pe v omoio Ba yiver m
oVYKPIOTN, TO YPOUO He 10 omoio Ba eupoavifovionr To GEAALATO OTIS OLUOTACELS
KaBdg Kot To oo 1) oo omd T povtéda Ba eppavifovrat.

AUTO-DIFF &

Settings |TOIerance| Constant Gouge Checkl

Stock [stock1  ~]
[¥ Stock Display Im
[~ Design Display Im
Coamparison Method Im
Comparison Type m

[v Design Consistency Check

[ Keep Design Salid
[~ Disahble Report

Save AUTO-DIFF Maodel.. |

Apply | Compare' Resturel Repurt...' Cloze

Eiwxova 111.4.3

Eniéyoviag Compare yivetar m ovykpion tov ovo poviélwv. Ta onueio pe
KOKKWvO (Yo Arydtepo vAko) kot pol (Yo mepiooeia vAKoV) ypodpa gival avtd ot
omoia €yl eueoviotel Kamowo odipo. o vo to dodue KOAVTEPO UTOPOLUE Vo
eMAEEOVLE VO NV EULPAVICETOL KAVEVO A0 TO, VO LLOVTEAQL.

Eiwxovo 111.4.4

e w it

Fk R P b
i

'l

s LS

Eiwxova 111.4.5
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Téhog pmopovpe va SOVUE KO Lo vopopd e TO TOL LITAPYEL 1] dlopopd Kot TV
YPOLUT TOV KMOTKA TOV OVTICTOYEL.

File |
Component Name: Design 1 —J
Component Type: Desigmn
Model Type: POLYGON (cgtprol.dsn)
SUMMARY:
Maximum deviation of & occured at record 117
Numher of Gouges: 73
Mumber of Excesses: 105 |
[ ~lm & 8
Record .. | Deviation Toolpath Record
58 1,24042 |op0i0.ncl.d GOTO (1345000000000, 4.00... | =
60 0,78376 |op0i0.ncl.d GOTO f-4.5000000000, 6.0000..
7o 4,99000 |op0i0.ncl.d GOTO (1345000000000, 16.0..
117 8,00000 |op010.ncl.4 GOTOf-4.36809367776, 6.6410...
133 8,00000 |opO10.ncl.4 GOTOf12.6000000000,-7.200.
137 8,00000 |opO10.ncl.d4 GOTOf-4.3589357775, 5.6410.
137 8,00000 |op010.ncl.4 GOTOf-4.3589357775, 5.6410.
138 8,00000 |op0i0.ncl.4 GOTO(-0.8234018716, 9.1765
142 8,00000 |op0i0.ncl.d GOTOf-2.2000000000, 47.500
142 8,00000 |op010.ncl.d GOTO(-2.2000000000, 47.500
146 8,00000 |op0i0.ncl.4 GOTO(127.5000000000, 52.2
146 8,00000 |op0i0.ncl.d4 GOTO(127.5000000000, 52.2..
150 8,00000 |op0i0.ncl.d GOTO (1322000000000, 22.5.
150 8,00000 |op0i0.ncl.d GOTO (1322000000000, 22.5..
154 8,00000 |op0i0.ncld GOTO(12.5000000000,-2.200.
154 8,00000 |op0i0.ncl.d GOTOf12.5000000000,-2.200.
158 8,00000 |op0i0.ncl.d GOTOf-0.8234018716, 9.1765.
158 8,00000 |opOi0.ncl.d GOTOf-0.8234018716, 9.1765..
162 8,00000 |opOi0.ncl.d GOTO (-0.68195805153, 9.3180.
196 8,00000 |opOi0.ncl.d GOTO(-2.0000000000, 47.500..
196 8,00000 |opOi0.ncld GOTO(-2.0000000000, 47.500..
200 8,00000 |opOi0.ncl.d GOTOf127.5000000000, 52.0.. L=
Ewxova I11.4.6

Edv 0éhovpe va PeAtidcovpe TNV mOpEil TOL KOMTIKOV G TPOG KOATOLES
TOPOUETPOVG  Umopodue  va  ypnowomomoovpe 1o  Optipath. Tw va 7o
YPNOOTOU|COVE EXAVAPEPOVIE TO HOVTIELO GTNV OPYIKT TOV KOTACTOOY KOl GTNV
ovveyelo emdeyovpe Optipath->Control. Zt0 moapdBvopo mov pag eppaviCeton
emAeyovue Optipath control =prompt while cutting kot €icdyovpe 10 dvoua mTOL
emBopovpe va €xetl 1o Pektiotonompévo apyeio BEong komticol Kot emdeyodpe OK.

( UptiathiControl : E 1

(ol IERLIGEY Frompt While Cutting [Eal

OptiPath Library Browse...

Optimized File Browse...

= opti

haterial WSM1_WWRE -

Maching [HAAS_MIMI_MILL -~
Override All Feedrates % [100

QK Cancel
Eiwxova I11.4.7
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210 mopdaBvpo mov pog epeoviletar pmropove va emAEEovE He BAoT TTold Ao TIG
TOPAUETPOVS BEAOVLE VO YIVEL | KOTEPYOGTN KO TNV TIUT GAA®V TOPAUETPOV TOV OEV
UTOPOVLE VO TPOTOTMOMGOLUE. Aoy pubuicovpe OAeg TIG TAPAUETPOVS OV
emBopovpe emheyovps OK kot oty cvveyeio emtheyodus 10 *| yu vo Sovpe v
eKTELEOT] TNG KivNoNg TOL KOTTIKOV.

Optimization/Settings = cetpro.olb (existing record a
Cutter M
#Teath 2
Type Flat Bottom
Diameter 9
Comer Radius 0
Height 30

hiaterial  ASM1_WRIK

Unit Power Kifem*3isec

Machine HAAS_MIMI_MILL
AccalDecel

Spindle Power 0 KW

Accel Rate 0 mmisec2
Decel Rate 0 mmisec2

Cotmer Speed 0 mmimin

Air Cut Only Method: Feed per Minute for feed motions outzide the material
is setto the Air Cut feed rate. Feed per Minute for mations inside material
is not changed

Feedrspeed ~Cutting Condition

ettings mialDegth | — P 7 i
" opnge | Radialwith  ——— ——— [i5  mm
Tnge Feed per Minute _Ji ’F rimin
" EntvExt Feed perTooth — f—————— [0,083 mm

Tgle Ciptimization Method

[~ Chip Thickness — ——— [npe3 mm
I “olume Remaval 7J7 15740 mm*3imin

[~ Spindle Speed —— |—— aom RPM
[~ Surface Speed J— 85 mimin
[¥ AircutFeed Rate [ Default mm/min
[~ Optimize by Tables
Select Existing.. Toolpath...
[ Do not optimize this tool
Ok Cancel
I3
Ewovo 111.4.8

Téhog vy vo dovue ta oamoteléopota G Peitiotomoinomng emiieyovue Info-
>Results->View kot otnv 006vn pag eppaviCovior OAeG o1 TANPoPopies Kat To, apyeio
mov dnuovpYNOMKay katd v Odpkela g PertioTonoinong kot £va Ypaenuo Tov
YPOVOL TTOL ypeldleTon 1 katepyasio Tptv Kot LeTd TV PeAticTomoinon.

Me tov 1010 tpdmo pmopolpe v SoVUE avd TTAGE GTIYUY| TIS TANPOPOPiEg MOV
oyeTilovtal te Toug YPOVOLS KOTNG OvA KOTTIKO, Ta AdBN ava KOoTTikd, ToV YpOvo avd
QAo Kot GAAES YPNOLUES TANPOPOPIES.
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VERICUT Report
Evpoxr, 6 Avyovoreg 2006 2:03:43 py GMTH03:00

User File: .\cgtpro.usr (MILLIMETER)

File Summary

Toolpath File CiDocuments and Settingsorpheus\hy Documents\PTC\Part Reportlop010.nel4 LIMETER:
Tool Library File catprotls

Stock Poly File catprol. st (WMITIWMETER:
Fizture Poly File catpro] it (WITTIMETER
Fixture Poly File cotpro2 fit (MITIIMETER
Firture Poly File catprod.fit ML IMETER
Fizture Poly File catprod fit (WITTIMETER
Fizture Poly File catprod it (WITTIMETER
Dresign Poly File catprol. dsn (WMILLIMETER
WVERICUT Log File wericut.log

MMachme File H&AS WINI MILL mch (INCH)
Control File HAAS WINT MITL ctl (MYCH)

Material ASM1_WERE
Machine: FLAAS MINT_MILL

Toolpath File : C:\Documents and Settings\Morpheus'My Documents'PTC'Part Reportiop010.ncl.4

Tool Summary

Seq. Record Tool Cutter Flute |Gage OptiPath Optimize Original Optimized Time
b Description Height Length|Offset Record By Time |Time Difference

b
l] 1 [LOADTL /|1: Shhd 30 0 0 58.1832 186595  955% 0 0
1

Total 58.1832 18659.4819/95.5% 0 0
Total cycle time since last rewnd: 58.1832

Distance  Distance% Errors Warning

Tool Use Graph

Time

— |

Total time: 58.1832

Eiwxovo 111.4.9

H mopeia tov komtikov umopel va arobnkevtel o ewcova 1 video ava mwdoo oTiyun

emiéyovrag File->Images->Record kot omnv cvveyeio emleyovpue 1o format kot to
apyeio mov Ba e&oyBovv ta dedopéva kot otnv cvveyeio emieyodue Record yio va
Kataypayovpe Bivieo 1 Snapshot yio va mdpovpe pia eikOVa TG KOTEPYASTOGS.

X

Output Format-

Al

Qutput Format ¢

Filename: Browse...

Snapshot Events Animation Cantrol

[~ Errar
[~ Cutter Change
¥ N Records [100

[~ Processing Complete

Append Options
[~ Append

Append Delay |1_

Record |

" Disabled
" Forward Only

" Forward & Backward

‘Pauses

Snapsh0t| Close

Eiwxovo 111.4.10
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5. Ipocouoiwon unyoavav

Onwg éyxovue avagépel pe to Vericut UmopoOUE VO TPOGOUOIMGOVUE TNV
Aertovpyion OAOKANPOV gpyaAlelopnyavev 1 Kot gpyoctaciov. Ilpokeyévov va
EKTEAECOVLE TETOLOV €100VG TPOCOUOLDCELS TPEMEL VO, EICAYOVUE TNV YEMUETPIOL TNG
punyovine. Avtd yivetou gite €166 y0VTOGS KATO0 0pyEL0 OV £YOVLE LOVTEAOTO|GEL GE
Kkémolo CAD mpOypappa, €ite oTiVOVTOG TNV UNyovh o6to mtepidAiov tov Vericut.

MiriMill

Eiwxova 111.5.2



[ £l Dption File Generator
Eie Window Litiibes Help

DFoHE +#4 X O ¥ Cumant Files: Default Mill_E- e 2. N4BE_

Maching Tool Tyne
B Fis Famats

B StartEnd of Prograrm
B Motion

B Machine Codes
S — 4 - Axis Fotary Table
P Advanced

Last & Fusctions Visied: Machine Tool Trne

Pro/NC-GPost
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1. Pro/NC-GPost

To Pro/NC-Gpost eivan éva oamd To ONUOVTIKOTEPO VTOGLGTHUATO TOL
Pro/Manufacturing kot ovtod yati pe v fondeta Tov pmopovpe vor O1HovpyrcovLE
KOl VO TPOTOTOW|COVUE TOVG TEAKOVUG €mMEEEPYOOTEG TOL HOG OIvouy KAOOKO
AVTIANTTO 0o NG EPYOLEIOUNYOVES e Bdomn To apyeio BEong KomTikoh oL pog divel
1o Pro/Manufacturing. O tpdmog pe tov omoio yivetar n ypnon tov Pro/NC-Gpost
umopel va suvoyishel 6To TOPAKATO Gy

Pro/NC

CL File

l Pro/NC-GPOST

GPOST <—\ I Optfile

l 1 ,,

Option File
NC Tape Verification
List

UNCXO01

NC Machine & Control

Eiwxova 1V.1.1

Hopatnpodpe 61t 10 Pro/NC-Ghost yopiletar ce dvo daxpird pépn. To éva
avoarappaver v petayilottion tov CL-File kot 1o dAAo givon €éva cOoTNHO TOL PHECH
evog ypapikov mepdiioviog pog fondd otov kabopiopd v pubuicemv yio v
EKAOTOTE Unyavn aplOuntikol eAEYYOV.
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2. Anuiovpyia telKov exeepyoactn

Mo va gpeavicovpe 1o ypagpikd mepPdiiov dnovpyiog teMkol emeepyoaotn
emheyobpe amd v ypouun epyoreiov tov Pro/Manufacturing Applications-> NC
Post-Processor. EmiAéyovtag to avoiyet 1o ypagikd avtd meptpdiiov.

Welcome e the

Da sxas ol
D) 24: wasa w1 0005

(WER R

OPTION FILE GENERATOR

Doar BT M
D71 Detwut
072 Haas it e

[ — ||

Ewxova 1V.2.1

>10 mopdBvpo mov pog epeaviletor pmopovue Vo SOVUE OTO OPLOTEPE TOLG
TEAMKOVG emeEepyaoTés kaBmg Kot £T0¢ onpeio mov avtol eivar vrodnkevpévol. I'a va
onuovpynoovpe éva véo teAkd emeepyoot emAaéyovue File->New kot pog
enpaviCetoar éva mapdBupo oto 0moio KOAOVUAGTE VO EMAEEOLUE TO €100G TNG
punyovng apuntikov eréyyov. Emeion epeic embopodue v dnuovpyio evog teAkon
eneepyaotn yia epéla emAéyovpe Mill->Next.

| Define Machine Type

Specifiy general type of machine —hachine Types
(Mote: you will be able to define
machine specifics later).

) Lathe
il
) Wiire EDM

) Laseri Contouring

) Punch

Mext = J Cancel | Help

Eiwxovo 1V.2.2

Emniéyovtag Next oto mapdBupo pog speaviCovrar 6Aot ot teAkol enelepyaotés
OV VLAPYOLV KAOMG Kot 0 KOdkOG Toug Kat 1 Tomobesio mov ivon vrodnkevpévor.
Mog {nreitar Aoutdv va opicovpe Tov aptBud tov TeMkol emeepyaotn Kol Vo TO

glodyovpe 6to avtiotoryo mhaiclo. Emieyovpe Aowmdv tov kwowkd 77 yio Ty unyovn
pog ko Next.
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i Define Option File Location

Cefine the name of the new Option File. This will he defined via the path, general machine type,
and machine number.
Machine Number (must be a number from 1 to Q@) ??\
Mew Option File Name: Directories:
F'lProgramslprneWildﬂre 2 .00486_ntigpostuncxdl pTT ‘amslpme\u’\ﬁldﬂre 2.01i486_rtigpost
Option Files in Current Directary: =
11: HAAS VFE [ nejlibs
12 MIGATA HME0A - FAMUC 15MA- B TABLE = A
14: FADAL VMC18 - CHC 32MP = Rex)
14. FADAL VMCED30 - CHC 88 + VHES A AXIS =D
19: TOYODAFHE0B - FANUIC 110 - 4 245 TABLE B =3 EN
20: LEBLOMDMAKING FANUC 160 =R
23 SHODA 8AXIS ROUTER =3 G
247 MAHO MH-10005 Y CHME - PHILIPS CHC 432:

| ’

= Back | Mext = | Cancel Help
’
Ewovo IV.2.3

>10 endpevo mapdbupo kohovuaoTte Vo, amoPacicovpe moleg Ba eivor ot apyiKeg
TpéG T1g omoieg Oa mapetl o TehkOg enelepyastis. Mmopovpe va Bécovpe o¢ apykég
TWEG TIC TWES KOTMOWOL OAAOD TEAKOU emefepyaotn M KoOu TIG TIWEG €VOG
mpoemAeyIévon telMkol eneEepyaoctn. Eueic emdéyovpe va kdvooue 1o dgbtepo Kot
N avtd emheyodue Postprocessor defaults->Next.

Li[Option File Initialization

Specify howe you want to Method of Initialization
initialize the Option File. This
can be wia default settings or ® Postprocessor defaults

use of another option file as _ .
atemplate. i System supplied defadlt option file...

) Existing optian file...

= Back | Mext = | cancel | Help

Eiwxovo 1V.2.4

2mv ovveyeio elodyovpe 10 Ovopa tov teAKov emeEepyaoctn kot Finish. Mo va
OAOKANPMOGCOLLE TNV ONpovpyia Tov TeEAKOV enelepyaotn emiéyovpe File->Save yia
Vo VToONKeEVGOVUE TOV TEMKO QVTO EMECEPYOOTY.
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3. PvOuion tsiikov srelepyaotn

Aol &yovpe avoilel KAmolwo TeEAIKO emeEepyaotn 1| EYOVUE TEAELOOEL TOV 00MYO
dnpovpyiog véou TeMkol eneEepyacTn TO KEVIPIKO TapdBupo ToL TPOYPAUUATOG EXEL
™mv £Giig Hoper.

'Zi[Option File Generator:

File Window Utiiies Help

DEdE ¥4 Xr B ® curentFfiles  Dafaut Ml EProoramsiprosildf

Machine Taol Type

i 5] Machine - Deraurt mim -

L FICE A I Machine ¥4-Axis Rotary Table Specs [ Axes

B StarEnd of Program
P hotion Machine Type:
P hachine Codes

4 - Avis Rotary Tahle
P Operator Messages

Last 5 Functions Visited: Machine Tool Type ||

Ewxova 1V.3.1

Onwg mapatnpovue oto apltotePd T0L Kupiov Tapabipov Exovpe Ta Tapabvpao pe
11§ pubpicelg yowpiopéva oe 7 katnyopies, evd oto 0e&ld £yovpe TIG pLOUIGES TOV
apopovV TV kabe emAoyn. Ot katnyopieg avtég elvat

= TYmog Mnyavng (Machine tool type)

= Mopon apyeiov (File formats)

= Apyn-Téhog mpoypdupartog (Start/End of program)
= Kivnon (Motion)

= Kadwkeg Mnyovic (Machine Codes)

= Mnvopota xepiotr| (Operator messages)

= TIpoywpnuéva (Advanced)
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Tvmog Mnyyaviyg

Ye ovm Vv kommyopia vmdpyovv puluicelc mov  AEOpovV  TO  YEVIKA
YOPOKTNPIOTIKA TNG UNYOVIG TOL €YOVHE OT®MG O opOudg a&dvemv G UNYovNG
(Ewova 7), n axpifein ¢ xokMkng M ¢ €ubdypapung kivinong, to onueio
EMGTPOPNG TNG UNYAVIS, TO Opla Kivnomng o€ Kabe dEova Kot TUXOV LETOCYNUOTIGHOG
HETOED TMV 0E00UEVMV TOV apyeiov BEoMG KOTTTIKOD Kol TOL TEAKOV apyeiov.

[ Mt . D s B o
Maching | Spues | Axes | Transtormation |

Miching Type.

Mills without Rotary Axes bl
|

Eiwxovo 1V.3.2

Mopon apyciov (File formats)

H xoatnyopia avt) mepiéyel pubuioelg mov a@opodv o€ Yevikég puBuicelg tov
apyelov KOO punyavig. e avtn v Katnyopio vrdyovror 3 vroxkatnyopieg. Tnv
Katnyopio 0ES0UEVOV apyelov kMK, TV katnyopio dedopévev emPefainong kot
™V Katnyopio aplOumv celpdc.

H vroxoatnyopia dedopévav apyeiov kmdtka puOuilel v oelpd pe v omoia KaOe
oTO(ELD TOL KK unyovng Ba eEdyeton (Ewova 8), To yplppo mov oviiotolyel o
K6Oe €100¢ evToANg kKaBmG Kol Tocd ymed Ba £xel 10 KAOE GTOLYELO TPV KOl LETA TNV
vrodlootoAn (Eixova 9). Emiong ehéyyel v eivarl amapaitntn 1 vmopén undevikov
Yyneov pHeTd TV VTOOGTOAN 1 Oyl kol gdv Ba vmdpyer apBudg cepds oTov
e€ayopevo Kodwka. Télog oe autny TV Katnyopio €GAYETOL KOl 1) TPOEKTOGT TOL
apyeiov mov onpovpyeiton

[~ MCD File Format . Defau M (-
MCI File Farmat {General Address Output [ File Tyne |
ORDER  DESCRIFTION ADDR ALMEES ORDER  DESCRIPTION ADDR  ALIASES

1 nee bt N L] 14 | Toot Length Comp H none-none

2 | Prep Fundtions o nAnEnanD 15 | Al Codns M AONB-NOAH

R ® nore pone L[]

¥-Aos ¥ nonE-nona 17

I s £l

M- Aods Are 1

¥ - Ads Are il none-none A

2
3
L]
5 | Cycl RAPID Stop R
u
T
]
L]

Z- has Arc K nand-nana i

10 | Feedra F nor-nene k]

11 | Spincee 8 nonE-nang 4

12 |Tool T | nonenane %5

13 | Cumer RadiDia Comp 0 | nonenans A |

e R e R s
Ewxova 1V.3.3
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Fegistor  {Boauonce hbe
Aodiess (N
Allas (ogfore);  |nure Bamgle |
Alns (st [ore {8 chars max UPPERase)
MNurriber of Digity
Mt =
-
Bafore dacemat |+ - EF
Aner decimal 1o —
Inch
Before dacenat ] al
finna
Afer aecimal a r—
=
Output.
1 Leading 05 |1+ Sign
[¥i Tealling 0's. [7 Decienal poink

To copy he atove “Tigy” and "Oulpul Sellings 1o ol negisier

addrzsas, 1) P , 3) slect from:
Aedress el sbove, 3) eliek e Paste butian
Copy | ] 3 | Cance :

Eiwxovo 1V.3.4

H vmokatnyopio odedopévov emPefaimwong mepiéyet 1o dedopéva mov Oa
EUPAVICTOOV otNnVv Alota pe T dedopéva tov apyeiov mov emeepydotnke OT®G O
aplOpog TOV YPAUUGV TO TPOPANUATO TOV VIMPYOV TNV emeEepyacio Tov apyeiov
B£0MG KOTTIKOV KOl TOL ELPAVICTNKAY QUTA.

—
BiL o
Option File Trie: [hara.mm:
Werification Print
Winification Print Bungrate verification print
Warrngs Famatting
[ Supprast all waminge [l Pt page heacding
[ Bupgross major word wamings MO, 6f Lings nir Page; t —
Tagt inape oanar
= Frint non-formatied version [ Idemiisy LINTCA blocks
I Print formated version [ Inelude ingut statements in list file

Eiwkovo IV.3.5

H vrokatnyopia apBudv cepdc eréyyel 1o Ppa pe to omoio Ba avédvovtar ot
apfpol Tov prAok eviohav, and oo aplfuod Ba apyiler n apiBunon tov priok, Kaoe
mocd pmhok Ba epgaviCetar o apBpog kot edv Ba eppaviCovrat ot oyt apBpoi.

(5] Sepunnc Numbsers — Defaut M &
Parametess
—_—
Misssrum Sequence Nor e ovooun F ERuonte Numbers e 10 e o iy I

blotk.

[I 0000000 F

10000000 F

ST EeqUANGS N
Saguenta Her increment
(2] T off Sequence Mumber ot start

Beguunce Nor Charuclur OPEKIP Churuchs

o)

I
lo

Agnmen! Block:
1 Mock delule is availably

Operutor indermation Dok

OPSKIP Char. (aTiiy

vl Dupant SEGNG on INSERT
Miag i
¥ Cuutgunt SEGNG on FPRONT

Eiwxova 1V.3.6
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Apyn-Téiog wpoypauparog (Start/End of program)

H «xamyopia avt) mepiéyxer povbuicelg mov  eAEyyovv  TAPAUETPOLS OV
enpaviovtor oy apyn M 10 TEAOG TOL TPOYPAUpaToc. Tétoleg mapdpepot eivar o
YOPOKTNPOG OPYNG KOl TEAOVG TOL TPOYPAULOTOS, O YOPOKTNPOS €ob Kol TEAOG
EVTOAEG TTOL Ba TPEMEL VoL E1G0XO0VV GTO TPOYPOLLLLA TPV TNV EVOPEN TOV KMOIKA.

] Program Stan § End .- Defaus s

| DINC format

(v BOR chat at ond of each block Bpe Image

Outpit Migcellanace 5

¥ Rewind STOP code al beginning of NC code [ Merging post
| Program number {see Prog. Nor tas)  Use MCDWT b edit MCD bik
Tume stamg
Déecar MCD iR with FIL #imor
¥ DUlRLA LB0r S01n0d 828D Bitks

| Cutpist ser definad snd of program blacks

[ Rwand START codie o snd of NG codi

Eiwxova 1V.3.7

Kivyon (Motion)
H xatmnyopia avtn) mepiéyetl pubuicelg mov oyetifovion e TIC KIVI|GEIS TOV EKTEAEL
10 Komtikd. ‘Exovv ympiotel d¢ og 7 vmokatnyopies.

H npd vrokatnyopio avagEpeTor 6TV TOAMTIKY TOL aKolovbeite og mepimTmon
OV EUPAVIOTG OLUOOYIKDV EVTOA®V Kiviong 610 1010 onpeio.

H devtepn vmokatnyopio avaeépetor oy gvBOypauun kivion pe eieyyoduevn
TPOMGT. L& AT TNV vrokoInyopio €lcdyovion pubuicelg dnwg o kwdwkdg G g
evBvYpapung kivnong kabm¢ ko 1 oelpd pe tnv omoio eEGyoVTaL Ol GUVTETAYUEVEG.

[ Ui mhotion — Dt M o

Genural | Qutout
Lingar Inserpotation [ W Oupit Y2 b ang Black
Coutput ¥ then 7

vl Fiip Cooe 5 modal Sutpul 2 hem ¢

Mukax Motion Linearizetion

Use linearization

Eixova 1V.3.8

H vrokatnyopia Rapid mepiéyer pvbuicelg mov avaeépovior otnv kivion e
péylom mpdmon. Iepi€yet o pvBuicelg 6mmwg 0 Kwdkodg G g Kiviiong kabmg Kot Tov
TPOTO KIVNGLOAOYIKNG ovaivong. H kwviceodoyikn avéivor eivar pio ovéivon mov
yivetal avtopato amd Tov TEMKO emeCepyaotn Kot puOuilel v oepd pe v omoia
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e€dyovtol o1 eVTOoAEg €Tol MoTE va gElayioTontomBel o kivouvog oclhykpovong pe v
ocouytpa. o mapdaderypo Kotd v 16000 TOL KOTTIKOY GTO VAIKO YiveTol TpdTo

kivnon otov a&ova X kot Y Kot petd otov Z evd katd v €000 TOV KOTTIKOV
avticTpoQa.

ol
m

Fasitioning Snon Rapio Traverse:
Pasiboning X Codin ] Minirum Distanci. 0.0000000 F
—_—
Pasilianing Z Code o .
Feacrats Below Min 0.0000000 F

¥ Pren Code fs madal
Ranid Address Oiher
Riapid Address: Fasmening Velociy: 2000000000 3
Fhadrats Prap Coda: I

vt Oupul redundisnt F code after Rapid

Maotion Analyais:

|-— = Agvance * * Retract ™

0¥ rotary than I . 2 men Ky sty -

Ewxova 1V.3.9

H vroxatnyopia Circular mepiéyer pvbuiceig mov agopovv v kivnon oe tOE0
KOkhov. Tlepiéyer pubuicelg Omwg o kwowkog G g  Oe&looTpoPng Kot
ap1oTEPOSTPOPNG Kivnong, to edv Ba e&ayoviar ot cvvtetayuéveg XYZ 1M IJK kon 11
Ba onpaivouy avTég Kot TEAOG TV KOdKO G TG EMAOYNG TOV EMUPOVELDV.

[ Crcutar Codes .. Default kil d
General {Fadins Modifies [ LIK Modifier fPLane Selection | ARCSLP intery., |
R Cirela Carter Outplt

| Dyrably cu. inbevpitaton vt LK 'I

Clockwise Prep: 12

g QUAAAR Crogsing (mas dageeas par Baack)

CountarCy Frep: 1
60 degrees per btk -|

¥ Prew | 3.codes Medal Canacton Method

15 2vZ codus modat D mot ccaect for Lasd €L poind R0t being on fus s '|
Otthver

M Fadiss: |939 4990000 F

Circly 2 Déraation Toberance. |ﬂf|""f-’-|"" F 0 void 01}

I True radial fesdeate calculsbion

[ Output F code wen every circle block

Ewovo 1V.3.10

H vroxatnyopio Cycles mepiéyer pvbuiceic mov oyetilovion pe v ektéAeom
TPOCUPUOGUEVOV KUKAMV KOTEPYOGTOGC.
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[ Cyea Mation - Default sot of
Cycle Motian | Pultas ILTAX |
Dl Addresses
Cuitput Tyoe: Cytis Desp Address: &
B Abackss 2 Gyl Drwoll Adan 55 |
"\ gnad Incraenantsd 2 Cyci CAM AdiireEs: |
Unsignod Incrimertsl I 2nd Clesanss Plans: |
Sec. Clearance Plang
Autoenatic Clearance Value: 0.0000000 F VB €20 O -, RTRCTO, €2 15
Cyels moten aniivels = Incremental from curment pt
Anolute vailss
Cycle Motion Data Modal Conditian Retract Woaon
® Firslycle pointonly | ] Liness XY modal ¥ Potive T-ass reyact
G poets [Z] oty ABC model -
Retracting Aris Address. 4

Ewovo 1V.3.11

H vrmokatyopio Curve fitting mepiéyel pubuiocelg mov apopovv v TPOcEyyion
KOpmOA®v Tov tepoyiov. Eqv n emioyéc avtég ivor puBuiopéveg katdAinio pumopel
Y. o kivinon 1 omoia &lye mpoceyyiobel pe 0100y IKES vBLYpAUES KIVIGELS VO
TPOCEYYIGHEL TEAKA PE ol EAMKOELON Kivion

[ Gurva: Pt . Dustanih st o

|| Enatil cumvd fMing

Ao Filing Spline Fiing

30 Ao Formest

Output Machine Type

Eiwxovo 1V.3.12

Kaoikeg Mnyaviyc (Machine Codes)

H xomyopio avty mepiéyer pvbuicelg mov oyetiCovior pe TOVG KMOOKEG TOL
avTIoTOY(OoVV OTIS KIVNoelg kot ot owdwkaciec. Eyovv ywopiotet o oe 9
VIOKOTTYOPLES.

H npd vrokatnyopia €xel pubuicelg mov ava@Eépoviol oTny avticTolyn KAToumy
Bacw®v T0v €vioA®V pe TOV ovtiotoryo Kodwka G Omwg ot kmdkeg Gy v
pétpnon oe tvioec, mm, amOAVTO 1| GXETIKO cVOTNUA KOODS Kol GE TOVG KOJIKEG GE
TPOGOPUOCUEVOVS KUKAOVS KOTEPYAGTOGC.
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Eiwxovo 1V.3.13

H vrokatnyopia Aux /M Codes mepi€yet pubpicelg mov apopobv Toug KMOKES Yo
116 PonOnTKég Asrtovpyieg OmwG TO TEAOG TOV KMIKAL.

Eiwovo 1V.3.14

H vrokatnyopia Cutter Compensation mepiéyet pubuicelg mov agopodv tnv
pOOLIoN TG OVTIGTAO UGN G TOV KOTTIKOV

Ewcova IV.3.15
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H vrmokatyopia Coolant mepiéyet puOpicels Y Tovg KmOKOHS IOV APOPOLY TNV
mieomn kat v Agttovpyia 1 Oyt NG AvVTALNG TOL YUKTIKOD.

Ewcova IV.3.16

H vrokatnyopia Feedrates eicdyovror mAnpoeopieg mov oyetiCovior pe tnv
TPO®ON TOL KOTMTIKOD OT®G 1 UEYIOTN TPOWoN 1N eAdylotn mpdmon kabmg Kot To
o aAhayng g tpdmong.

Ewovo 1V.3.17

H vrokatnyopia Fixture Offsets mepiéyet pubuicei mov agopovv v pvbuion tov
TPOYPAUUOTOS YIO. TNV OVTIGTAOHIOT TOv KOMTIKOL AapuPdvovtag vm oym Tov
GOIKTPOL.

o
|

Ewcova IV.3.18
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H vmoxatyopioa Tool change Sequence mepiéyet pvOuicels oyetikég pe v

ddKacion aAAOYNG TOL KOTTIKOV Kol TOV TPOTMO We TOV omoio eugoviletor o6to
TPOYPOULLOL.

(7] oot Cruampe Sotpuence: — Detai sad

L
Ganaral | Tonl Changa Coordinmas. |
Ol T | reoder
Tool Changs Tima: |.| 0000000 F Aualiaty Codo: &
Qutput Do not output tnol Amas fo list ~| Tool Langth Frep Cooe: s
Outed Opbees
127 ade e modal |3 Force ABC oty 3 on nid GOTOM00N b

| Dutget T code and M code on 36parats inds

1] Duput nast baal pragelect with 18l changt

Toal Change PasRoning
Do not sutpu ol <hangs possinning blnck m
" Output ol change postioniag Block with Xv7 valugs

Ewcovo 1V.3.19

H vrokatnyopia Spindle mepiéyet pubuicelc oyetikég pe v Kivnon g atpaxtov,
TIG EVTOAEG Kivnomg g KoM Kot To OplaL TEPIGTPOPT|G TG OTPAKTOV.

(] Spintie Codes — Ditaul se
Spind Codes
Genaral

¥ Dinesd AP is availabie

e of Epindio Rangis: [r

il

Dtaull Ranges: [’

1

Output &-Code
0N a Bk by el
- W e XY Block

- W et 2 BAOCR

Ewcovo 1V.3.20

H vroxatnyopia Dwell mepi€yel puBuiceig oxetikég Le tnv ¥pOviKY AVOLOVY|.

(] Spintie Codes — Ditaul se
Spind Codes
Genaral

1 Dirged APM i available

e of Epindio Rangis: [r

il

Dtaull Ranges: [’

1

Output &-Code
0N a Bk by el
- W e XY Block

- W et 2 BAOCR

Ewovo 1V.3.21
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Mnviuaza yeipiorij (Operator messages)
H xamyopia avt mepiéyel pvbuiceic mov kabopilovv 10 g O eppaviCovion ta

oo 6TOV KOdIKa oL Bl dnpiovpyeitat

Emm:mmmn

Conrol Charachees.

ConokOul Charsciir, 40(() ConbukOut Allas. 3

Cordrokin Characler, |I‘I:? Controk-in Alias: }

W Chaes [ otk
] Oufgut operalor messages fo tape file

o]
| Retain £paces in INSERT statemants

CAF.]
| Use Consnuation Characser for INSERT

Eiwxovo 1V.3.22

Hpoywpnuéve (Advanced)
H xamyopia avt) mepiéyel pubuicelg mov yuoo TpoxwpnUEVOVS YPTCLUOTOIDOVTOG

v yAwood FIL kabdg kot VIB

[ # Exnoe - Defo st L5
st L fl WAL
i dem s)s o] 2 I n
DY = POSTF(24,L1)
PELE FINED

| et
g1l [iezr [ooi0 File. & 2005, 0

Eiwkovo 1V.3.23
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4. PvOuion teiixov smslepyooctn yio Ty unyovy tne HAAS

Me v Oonuovpyia evdg TeEAKOD emelepyaotr] Kol TNV EI0AYOYN TGV
TPOEMAEYUEVOV pLOUICE®V KATACKEVALETOL £VOG TEAKOG emelepyaoTig 0 0moiog £xel
OPKETA 6MOTA 6ToLEWd. AVTO cLpPaivel YiaTi ol KOTaoKeLaoTES AapBdvouy v Oy
tov Kodwka G o omoiog elvar mpotvmomompevog pe ISO ko DIN. IMopaxdtm
TOPOVCIALoVTalL TO TPOYPOUUN OO MOG TO Olvel 0 TEMKOG EMEEEPYOOTNG TTOL
ONUIOVPYNGOLE KOl £XEL TIG TPOETIAEYUEVES TILES KOOMG KoL 1 LOPPT| TOL KOIKO, TTOV
elval amodek omd TNV EPYOAEIOUNYAVT).

%$

NITIM6S
N2S3000M3$
N3G0X-4.5Y0.%
N4Z5.$
N5G1Z-.8F400.$
N6X134.5%
N7Y4.167$%

N139S3000%

N140G0X117.5Y37.5%
N141G81X117.5Y37.5R4.2Z-6.F50.$
N142G81X117.5Y22.5R4.27Z-6.F50.$

%

O1111

TO01 M6

G00 G90 G54 X0.0 Y0.0 S2000 M03
G43 HO1 Z1.0

T1 M6

S3000 M3

G00 X-4.5Y0.0Z5.0

GO01 X-4.5 Y0.0 Z-0.8 F400.0

GO01 X134.5 Y0.0 Z-0.8 F400.0

GO1 X134.5 Y4.2 Z-0.8 F400.0
S3000

G00 X117.5Y37.5Z5.0

G81 X117.5 Y37.5R4.2 Z-6.0 F50.0
G81 X117.5 Y22.5R4.2 Z-6.0 F50.0

N143G80$ G80

N144G0Z5.$ G00 X117.5Y22.5Z5.0
N248S3000M3$ S3500 M3
N249G0X39.5Y25.% G00 X39.5Y25.0Z5.0
N250Z4.23% G00 X39.5Y25.0Z4.2

N251G1Z-1.5F300.$%
N252G3X39.5Y25.$
N253G1Z-1.4443
N254Z-2.2$
N255G3X39.5Y25.8

GO01 X39.5 Y25.0 Z-1.5 F300.0
G03 18.0 J0.0 F300.0
GO01 X39.5 Y25.0 Z-1.4 F300.0
GO01 X39.5 Y25.0 Z-2.2 F300.0
G03 18.0 J0.0 F300.0

N5736Z5.% GO01 X17.0 Y17.0 Z5.0 F300.0

N5737M5$ M5
%$ %
Old1.Tap New.NC

[Mapamnpodpue apywd 6tL T0 apyeio mov onuovpyeiton £xel katdAnén Tap evd to
emBountd etvar va €xer katdAnén NC. T vo TO TPOTOTOMGOLUE OVLTH TNV
mopdpetpo emieyovpe 1o miveg File Formats->MCD file->File type. Xto maved avtd
pvOuilovpe v koTdAnén Tov apyeiov mov dnuovpyeitan EMAEyOVTAG TNV OEVTEPN
EMIAOYT WITOPOVLE VO EIGAYOVLE TNV KOTAANEN TTOL gleic emBupoLE.

210V K®O1KO IOV SNHovpyeitat Tapatnpove OTL 0 XopaKTHPaS eob givar $ evd o
emBopntog elvat To enter yio vo TPOTOTOGOVLE QT TNV EMA0YN HeTaPaivovpe 6To
naveh Codes/Chars tg xotmyopiog Start/End of program. Xe avtd 10 maver
pvOuilovtal TOGO 0 YUPUKTPOS €0b OGO Kol O YOPOKINPAS OPYNG Kol TEAOLS TOL
TPOYPAUUATOS. [0 Vo TPOTOTOMGOLE TNV EMAOYN aVTH emAeyove To medio EOB
Character kou otnv cvveyeio enter value yio va gwodyoope tov k®dtka ASCII tov
yopaktpo mov emiBopovpe. O yapaxtipog enter Tov BELovE va glodyovpe o EOB
&xel kwoko 1o 10.
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EQB Character:

EQB Alias

{ewind Start Code Characte

[¥] Use normal rewind start code

Eiwxova 1V.4.1

‘Eva axopo onpeio mov mapatnpovpe ivor 0t 1 punyovi oev amoutel apBuotg
oepds. o vo Toug apoapecovpe emAeyodue TO TaveEL sequence numbers Gty
katnyopia file formats kair omv cvveysio @povtilovpe vo €xel Tk to turn off
sequence numbers.

Maximum Sequence Nbr: 9888.0000000 |;
Start Sequence Mhr. 1.0000000 |;
Sequence hhbrIncrement: 1.0000000 |;

[¥] Turn off Sequence Mumber at start

Ewxovo IV.4.2

Ymv ovveyeia Bo TPETEL VoL TPOTOTOMGOVUE ETCL TOV TEMKO EMEEEPYOOTH DOTE VO
enpavilel éva kevod mpv and kdbe dievHBvvon £tot emtheyodpe To Tavel general output
address otnv katnyopia file formats kot otV cvveyeia epovtilovpe va €yl TIK TO
insert a blank before each address. 1o {510 mavel emiong emdeyodue output at least
one Zero Yo, Vo EI0AYETE PETE TNV VTOOIAGTOAY] £VOL UNOEVIKO GE TEPIMTOGT TOV OEV
VILAPYEL HEKAOIKO UEPOG.

Define Decimal Control

Exarnple: if outputis "K12", show as:
) Default (no special contraly

(3 Qutput decimal only if needed #12.0

(® Output at least ane zero

[¥7] Insert a klank before each address

Eixkova 1V.4.3

2NV TPAOTN PO TOV TPOYPAUUATOS ERPavileTal 0 aplOuog Tov TPOYPAUUOTOC.
O ap1Budg ToL TPOoYphppaTog amoteleiton amd Tov yapaktipa O Kot vo TEVTOYNPLo
KoOwKd. o va gpeavicovpe Tov K®OKO ToV TPoYypAULaTog epovtilovpe vo givarl
emleypnévo to medio program number oty koptéda general g katnyopiog Start/End
of program. H emoyn avtn) eppavilel o véa kaptéla v Prog #, Elwcdyovtag ta
YOPOKTNPIOTIKG TOV OVOQEPOUUE CUUTANPOVOLUE TNV KOPTEAX KOl TOAPVOLUE TNV
EIKOVA TTOV POAVETOL TOPAKAT.

["] Program number (see Prog. Nhr tak)

Eiwxovo 1V.4.4
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e S B e D

General fcudestchars fnefaun Prep Codes [ Start Prog ! Prog #

~Program Number Sour Program Nhr Type
) First'n' characters of PARTNO ® Numeric
® Pramptfor the program number ) Alphanumeric
~Output String (prefix, prog #, postig
Prefix (10 chars mag: Postix (10 chars max:
b ﬁ
Program Nurmber
Minimurn Value: Default Value: Maimurn Yalue:
IWUUUU.UUUUUUU |; |12345.UUUUUUU F [99999 0ooooog F
Prampt String: [lnsenPrugram Mo, (66 chars max)
r
Ewcova IV.4.5

Metd Tov aptBpd 10V TPOYPAUUATOS TAPOTNPOVUE OTL TPENEL VO E1GaYH0VV TPELG
YPOUUEG e KOTOl0L UTAOK €VTOAGMV. [ va Tig e16dyovpe avtég petafaivoope oty
Kaptéla start prog g katnyopiog Start/End of program. To povo medio tng xoptéiag
elvatl o aplBuog TV YpouH®V Tov Oa 16AyovVToL 6TV apyn TOL TPOYPAUUOTOS HETE
tov oplud tov mpoypdupatos. Edv arrda&ovpe tov apBud oavtd amd 0 oe 3
epnpaviCovror 1oapBpo medion 0mov UTOPOVUE VO EIGAYOVUE TIC YPOUUES KMOTKA TOV
emBopovpe.

ﬁ Program Start /End --- HAAS Mini Mill o
General [ CodesiChars [ Default Prep Codes [ Start Prog ' Prog #
rUser Defined Startup Block:
#ofLines to Qutput 3 i}

1 [Tm ME

2 [GDD 580 G54 ®0.0¥0.0 52000 MO3

3 [043 HO1 Z1.0

r
Ewcovo IV.4.6

[Mapampodpue emiong 6t ot evtorés G pe HOVOYNELO0 KOOIKO TO UNOEV Oev
enopaviCetat. [Ipoxkeévov va gppavicovpe 1o undév avtd speavifovpe v KopTéAa
MCD File format ¢ kamnyopiog File formats. e avty ™ KoptéAa PmopovuE va
TPOTOTOUCOVUE YOPOUKTNPIOTIKA KOL TNV CEPA TOV YOPOKTAPWV GE VO UTAOK
eviodv. Emidéyovtog kdmoto amd Toug yopaktnpeg pog epeoavifetor éva mapabupo
OTO OTOI0 UTOPOVLE VO TPOTOTOMGOVUE T oKEPOiO KOl TO OEKAOIKA Ynoio Tov
aplOunTIKoy PEPOVG TOv 0KOoAOLOEL TOV emAeyuévo yapaxktnpa. [ va eppavicovpe
10 UNoév epovtilovpe va glvar emieypévo to medio Leading Os.



Pro/NC-GPost 123

Ewova IV.4.8

210V KOO oV £XEL TOPOVCICTEL TOpaTNPOvUE OTL evd epelg embopodue va
kotepyaotovpe pe 3500 otpopéc oty dtpaxto, to wpdypappa Exel 3000 oTpoPég
avé Aemtd. Avtd ovpPaiver yoti o teAkog emefepyactng OopBmvel avtdpoT
TaYOTNTEG TEPLOTPOPNG TEPIGGOTEPES OO QVTEG TOL £xovV gloayBel otV KopTELL
direct RPM speeds g vrokarnyopiag Spindle.

Ewxova 1V.4.9
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Amd 6Tl TopATNPOLUE OTOV KMOKO OAEC Ol KUKMKEG KIVAGELS Yivovtal
ypnoporotwvtog ta [JK. Ta [JK opwg onAdvouvv 10 kévipo tov KOKAOL Kot Oyt TV
AmOCTOGT TOV KEVIPOL TOL KUKAOL amd TV apykn 0éon. Eniong an 6t yvopilovue
and 10 eyyepidio ¢ epyaretopunyovng Ot gdv €xovue TOE0 pikpoTEPO TV 180°
gyoope v axtiva pe Oetikd mpdonuo, £dv Exovue 00 peyordtepo tov 180° n
aktivo &yl apvntikd Tpdonuo evd ov Exovpe t6Eo 360° 1ot eEdyovTar povo ta IJK.
Mo va petafdarovpe v pOBon o to tedevtaio emleyovpe v kaptéia General
¢ vrokatnyopiog Circular, otnv emoyn circle center output Bétovpe v tpitn
emAoyn evod Yo v onpacio tov IJK emieyodpe oty kaptéha IJK modifier v
avTioTOYN EMAOYN Y10 TO ATOAVTO GVGTNIO GUVTETOYUEVDV.

[ Crcutar Codes — Datfaul sat =
‘General {Radius Modifier LI Modler | Plane Sefection ARCSLP imerp. §
Codes Cirtle Denler Ouput

 Digabig cire. intrpalation Cuapia +R A angls < 180, -R when > 160; LIK whon = 360 v|
Clockwies Prap |
— Guadrat Crossing {miax degrees per block)
|
|

Coumercyy Prep: |
500 degrees per block -|

¥ Fien/ G-codes Modal Cattechtin Metnod

1 ¥¥Z codes modal |
Do ned comect for kast CL posnt nat being on tue arc -

Othar

M Radiun laas.9983000 |-—

Clress Z Deviation Tokrance: 00000000 F 0 avoid GO1)

True radisl feedrate caleulstion
1 Outut F code with every circle block
’
Ewcova 1V.4.10

[7] Circular Codes - Datault sat ol

[ General [ Raius Moddler [ LIK Modiier

ABEOLUTE Mode
Deita arc offaet distance LnsKred
Qwtput LIk register contents as:
Center 1o $1ar point diglance signed

® Htan poind 10 cordor distance signed

Abzolute coordinates of radius center

INCREMENTAL Mode
‘® Delta arc offsel distance unsigned
Oulpul LK negistir consents s

Center o stan point drstance signed

Start poind bo cender distance signed

Other
#! LIK output when 2en

¥ LK code modal

Ewcovo IV.4.11

Edv 6érhovpe kéBe opd va unmv gppaviCovtor ta umAok mov aAAdlovv Kot Oyl OA
TO WTAOK TNG EVTOANG TPOTOTOOVUE TNV Ttopduetpo Motion register modality amo tnv
Kaptéha Specs tng katnyopioag Machine tool type. Avty n pOBuion oev eivor
VIOYPEDTIKY HOG Kol 01 OLO TPOTOL ivan amodeKTol amd v unyavi. Xvveyilovtog
He HePKEG oKOMO LKpopLBUIoELS KataAnyovpe o€ €va TelMkd enelepyaot| mov
e€dryet £vo KOO amOAVTA OTTOJEKTO ATTO TNV UNYOVY.
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Haas Mini Mill

1. Ewaywyn

To xévtpo xatepyasiog Mini Mill tng Haas, eivon éva kévipo Katepyaciog Kabétov
tOmov pe dvvardotnta Kivnong oe tpelg afoveg XYZ. O eleyktmg sivor HAAS
controller copPatdg pe FANUC, 32 bit stmhog, evd mapéyeton 1 SuVATOHTNTA YPOUPIKNG
Tpocopoimong o€ evoopotopévn o006vn 1 oe eEotepikd H.Y., o ydpog katepyasiog
™G HUNyovhg eivol TePIKAEIOTOG KOl VITAPYEL OVIALD YUKTIKOD VYPOV UE OLTOUATN
Aertovpyio. To TEYVIKA YOPOKINPIOTIKE TNG EPYUAEIOUNYOVNG OLTAS QaivovTol

TOPOKATO.

Awdpopég a&ovov

Ytov G&ova X 406 mm
Ytov déova Y 305 mm
Ytov G&ova Z 254 mm

Awotaocsig Tpamelog

Mnjkog 914 mm
ITAdTog 305 mm
Méyioto Bapog otnv tpdmela 227 kg
ITAdrog awiaxkdcewv (tomov T) 15.875 mm
Andotacn aviakncemv (tomov T) 110 mm
ApBpog avdakdcewv (tomov T) 3
AtpoxTog

Taper Size #40 Taper
Méyioteg 6TpOPES 6000 rpm

Méyiot Pomn 45 Nm @ 1200 rpm
Ioydg kvnmpa atpdxtov  5.59 kw

Loy0g kvnmpov a&dvov

Yoén

Toyeiec Tpodoelg
Méyiotn Tpdmon KomNg

M

Xopntudmra
Méyioto Bapog KomTikoD
Xpdvog oAy KOTTIKO

TonoBétnong

Emaveinymuomnta (+)

Avoypo moptog
Bapog

Anoutogig og aépa
Anoutoglg og pedpa

2.24 kw
Ilemeopévog aépag

Ipoacerg
15.2 m/min
12.7 m/min

vrog Konttikav

10
S54kg
3.6 sec

Axpipera
(€3] 0.0051 mm

0.0025 mm

Ievika
610 mm
1542 kg
113 Ipm @ 6.9 bar
9 kVA; 208-240 VAC @ 30A 3-phase
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2. Kaodwac Myyavng

O kddwkeg G mov avrihauPdvetor n pnyovny apBuovvror and GO00-G187 kat
onpocio g kiBe EVTOANG QaiveTal TOPOKAT®.

GO0
GO1
G02
GO03
G04
G09
G10
G12
G13
G17
G18
G19
G20
G21
G28
G29
G31
G35
G36
G37
G40
G41
G42
G43
G44
G47
G49
G50
G51
G52
G53
G54-G59
G60
G61
G64
G65
G68
G69
G70
G71
G72
G73
G74
G76
G77
G80
G8l1
G82
G8&3
G&4
G8&5
G86
G87
G88
G8&9
G90
GI1
G92
G92
G93

EvBoypappn kivnon pe tayeio tpdmwon

Cpappcy kivnon pe eleyydpevn mpémon

Katepyoaoio kukhkod Tuqpotog 6e&106Tpopo.

Katepyooio kokMKoO TUALOTOG 0PLETEPOGTPOPO

Xpovikn kabvotépnon

Axpipng otdon

PvOpon avriotéOpong

Dpelapiopo KukhMkng ecoyng de&dootpopa (Yasnac)
Dpelpiopo KOKMKNAG E60NG aptotepdaTpoo(Yasnac)
Enloyn emmédov XY

Emloyn emmédov ZX

Enloyn emmédov YZ

Emoyn pétpnong ot ivioeg

Emthoyn perpicov cuotipotog

Emotpoon oto onpeio avapopds

Emotpoon and to onpeio ovapopdcs

Feed until Skip

Avtopatn pétpnon SopETpon KOTTIKoD

Avtopatn pétpnon KEVpov ovtioTdopong

Avtopatn PETPNoN aVIIGTAOUIONG KOTTIKOD

Axvpwon avtietdpong axtivag epyaigiov

2D avtiotdbpon Kontikod aplotepd

2D avtiotdOpion Komtukov 41l

Avtiotdfpion pkovg epyaieiov +

AvTioTd0pIon pKovg epyaieiov -

Xapoén ypoppdtov kot optdpdv

AxvOpwon avtiotddiuong (eviorég G43/G44/G143)
Axvpwon kAipoko (evtoln G51)

Kiipoxa

PvOuion cvetipatog cvvietaypévav epyaciog (Yasnac 1 Fanuc | HAAS)
Mn| tpomomompévn ETAOYT CLVTETAYUEVOV INYOVIG
Emtoyn 10v-600 GUGTALOTOS GUVTETOYUEVOVY £PYACTOG
Unidirectional Positioning

SrapdTnpo pe akpifeto

AxbOpwon gvrorng G61

KMo pokpogvtong

[Tepiotpopn

Axvpwon G68

Tponnuo oe kukAkn tpoytd (Yasnac)

Tpomnuo o t6&o (Yasnac)

Tpomnua vo yovia (Yasnac)

Kvxhog tpumpatog pe emavopopd

Kvxhog katepyaoiog yio omeipopa e KoAaovlo

Kvxhog katepyoaoiog yio didvoién kukiikng esoyng (1-Fine)
Kvxhog katepyaoiog yio diévoién kukiikng esoyng (2-Back)
Axvpmon KOKAOV KoTepyaciog

Kbkhog katepyoaoiog yio tpumipoto

Kvxhog katepyaciog yio onpelokd TpumnpoTo

Kvxhog katepyaoiog yio TpOTpa pe enovapopd

Kvxhog katepyaciog yio omeipopa

Kvxhog katepyaoiog yio d1évoién KukAkng e5oyng

Kvxhog katepyociog yio 516voién KukAIKNG E60YNG KoL GTOLUATNLOL
Koxhog katepyociog yio Atdvoién KuKAIKNG E00YNG KoL YEWPOKIVITI ETAVOQOPE
Kbrhog katepyaoiog yio AtdvoiEn KokAKNAG EGOYNG, AVALLOVT KO YEPOKIVITI ETAVAPOPE
Kbkhog katepyaoiog yia Atdvoién kokAkng esoync, Avapovi Kot Bore out.
AndAvTo VOO CLVTETAYUEVDV

YYETIKO GUOTNLO GUVIETAYUEVOV

PuOon svetipatog cuvietaypévoy - FANUC 1 HAAS
PuOon svetipatog cuvietaypévov - YASNAC

MébBodoc Tpdmong avTicTpo@ov ypdvov
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G9%4 MébBodog Tpoémong ava Aentd

G98 Kvxhog katepyaoiog pe emotpopn 6To apyikd onpeio

G99 Kvxhog katepyociog pe emotpon| oto eninedo R

G100 Ax0Opwon e10OA0L Kabpémn

G101 Evepyomoinon eddAiov kabpén

G102 Mpoypappaticun £€odog tpog RS-232

G103 Block 6pto tov buffer

G107 Kolvdpucods petacynuotioptog

G110-G129 Emtioyn 70v -2600 GLUGTAOTOG GUVTETAYUEVOV EPYOCTIOC
G136 Avtopatn PETPNoNG KEVIPOL avTIGTAOIIoNS EpYaciog

G141 Tprodidototn aviieTadpuion KomTikod

G143 Avtiotd0en unkovg Komtikow S a&ovev (Tpoatpetikd)
G150 I'evikog kbkhog Katepyaciog esoymv

G153 Kbkhog tpumipotog 5 agdvov e enavapopd

G154 Emioyn ocvvretaypévav 1-99

G155 Kvxhog tpumipatog 5 a&dvov ya oneipopa e koroovlo
Gl61 Kvxhog tpumipatog 5 a&dvov yo tpumipato

G162 Kvxhog tpumpatog 5 a&Ovov yio 6npelokd Tpumnipato
G163 Koxhog tpumpatog 5 a&Ovav yio TpumiUaTe. e ETaVapopd
G164 Kvxhog tpumpatog 5 a&dvov yio oneipopo

G165 Kbkhog tpumipotog 5 agdvov yio d1dvotén KukAKNG E60YNG
G166 Kbrhog tpumipotog 5 agdvav yio d1avotEn KuKAMKNG E00XNG KoL OTAUATNLILO
G169 Kvxhog tpumpatog 5 a&dvov yio S1dvolEn KOKAKNG EG0YNG KOl OVOLLLOVN
G174 CCW pn «é0eto Rigid Tap

G184 CW un kd0eto Rigid Tap

G187 "Eleyyog axpifetog

[Mapakdte avaidovtor o1 GNUOVTIKOTEPES OO AVTES TIC EVTOALS.

G00 EvOvypauun xivynon ue toyeia xpowan

O k®dwdg avtdg Ypnopomoteiton yio vo Kivioet ypriiyopa onotovonmote G&ova
emAéovpe. A&ilel mpoooyng OTL 0 KMOKOG OVTOG TOPAUEVEL EVEPYOS £WG OTOL
etooyBel kdmorog dArog G KOIKAG.

Y. G00 X45.Y0

X30.Y23.

210 mopamave Topddslypo Kot ot 2 Kvnoels Bo mpaypatomromBovv pe ypryopn
kivmon GO00. Zto mepifarriov tov ypopikav mn kivnon GO0 avamapiotdte e
OLOKEKOUUEVT] YPOLUN.

GO01 EvOvypauun xivgon ue sAeyyousvny apowaon

O KmdwKog ovtdg ypnolomoteiton ywoo katepyosio omd onpeio ce onueio pe
npdéwon mov Tov opilel o mpoypappotioms. H mpoéowon (F) mov OBa dobel Ha
napapetvel evepyn péxpt va dobel po Koavovpyta.

G02 Kivyon oc t6éo kvKiov dgéidatpopa (CW)

I= Andotaon og X dova amd to KEVIPO TOL KOKAOV

J=Andctoon oe Y a&ova and 10 KEVTIPO TOV KUKAOV

K=Amndctaon oe Z dEova amd 10 KEVTPO TOV KOKAOL

R=Axrtiva xoxiov

AVTOC 0 K®OKOG YPNOUYOTOLEITAL Yol KATEPYOSio KOKAOV 1 TUMUATOG KOKAOL
deootpora. Ta X, Y, Z ypnoillomolovbvtal Yo vo. opicovv Tig BE0T ToL apytkov Kot
TOV TEAKOV onpeiov Tpog katepyasio. Av 1o apykd onueio eivar To id10 pe o TEMKO
101E KatepydleTon OAOKANPOG KOKAOG.

Otav ypnoomomBovv ta I, J, K 161e d¢v givan amapaitmro va Bdiovpe R. Av
Béhovpe va katepyactovpe va T0E0 elvan mpotipdtepo va Pdiovpe R yopic I, J, K
Kol vo mpocolopicovpe €va apywkod Kol éva teMkO onueio. Me Ogtikd R
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kotepyolopaote 1OE0 180° ko kdtm, evd pe apvnrikd R, 180° ko mwhve, téhog yia
K0KAo 360° ypnowonotobvrar amokAeiotikd to 1T, K.

GOZ2 Circular Interpolation

Ewova V.2.1

GOZ2 circular Interpoilation

Ewxova V.2.2

G03 Kivyon oc t6éo kKklov apiotepiatpopa (CCW)
[oyvouv Ta 1dia pe v GO2

G04 Xpovikip kaOvatépnon

P =kaBvotépnon oe devtepdienta

O k®dKOG aVTOC Y¥PNOYOTOIEITAL YioL VoL TPOKOAESEL KOBVOTEPNON GE KAmTOlN
eviol mpoypaupatos. Edv doev eicayBel tedeia oto P tote M pmyovny AapPdver v
T Tov P og KAdopata Tov deuTeEPOAETTOL.

G17 Emiioyn emrédov XY

H evtol G17 ypnowonoteiton yuo vo emié€erl 10 eminedo XY yio TV KUKAIKN
kivnon. Ioydetl yio 6Aeg TG KUKAIKES KIVAGES £0G OTOV TPOYPUUUOTIOTEL Hiot GAAT
EVIOM] €mMAOYNG emmeédov. Xe avtd 10 emimedo, M KvkAkn kivinon opileton
JeE1OGTPOPN YO TO YEWPLOTH MOV KOTALEL OO TAV® TPOg T KAT® TO eminedo XY.
Av16 Kabopilel v kivnomn Tov epyaieiov o€ oyéomn pe To ENinedO.

G18 Emioyng emmédov XZ

H eviod) G18 ypnoponoteiton yio vo emAééel 1o eninedo XZ o TV KUKAMKN
kivnon. Ioyvel yuo OAeg TIG KUKMKES KIVIGELS £0C OTOV TPOYPOUUOTIOTEL [ GAAN
EVIOAN emhoyng emmédov. Xto emimedo XZ, m KukAKn kivinon opiletor g
deELO0TPOPN Y10 TO YEPLOTH TOV KOUTALEL amd TO WO® HEPOG TNG UNYOVIG TPOS TOV
KEVTPIKO mivaKa ELEYYOL.
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G19 Emiioyn emmédov YZ

H eviol) G19 ypnowonoteital yioa vo emdéEel 10 eminedo YZ yuo TNV KUKAIKT
kivnon. loyvetl yio 6Aeg TG KUKAIKES KIVAGELS £0G OTOV TPOYPOUUUOTIOTEL ol GAAN
EVIOM] &mMAOYNG emumédov. Xto emimedo YZ, M KukKAKN kivnon opiletor o¢
JeE16GTPOPN YO TO YEWPLOTH 7OV €ivol amévavtt and ToV MIVOKo Oomd TNV TAGL TNG
pnyovng 6Tov torobeteiton o mivakag EAEYYOVL.

To mpoemiheypévo eminedo Otov Tpopodoteiton n unyovn eivar G17, dniadn to
eminedo XY. Avtd onpaivel 01t g KukAkn kivinon oto XY eminedo pmopel va
TPOYPOUUATIOTEL YwPig KoV TpdTa va emAeyel To eninedo G17. To eninedo emAoyng
woyvel emiong yo v G12 kou v G13 evioAn, 10 KUKAIKO @pelapiopo, OTOV TPEMEL
ndvta va givar oto eminedo XY.

H ghikoedong kivnon eivon duvatn pe GO2 v GO3 mpoypappatilovtog 1o yYpopupuKo
d&ova mov dev eivan oto emeypévo eminedo. O tpitog aEovag Ba mapeuPAndei kotd
KOG TOV O1ELVKPIVICUEVOD AEova KaTd TPOTO YPaUUIKO evd ot dAAoL 000 a&oveg Ha
KivnBovv pe wkokhkn kivinon. H taydmta kdbe aCova Oa eleyybel étor dote o
eEMKOELOEG pLOUOG va TapldleL Pe TNV TPOYPOUUATIGUEVT] TPOMOT).

Eiwxova V.2.3

G20 Emiiopg uétpnong o ivtoeg
G21 Emiioyng uétpnong og yiilootd

Ot evtoréc G20 kat G21 xpnoomolovvTal Yo TV EMAOYN HETAED NG {VTGOg Kot
TOL HETPIKOV.

G28 Emiotpogn ato onusio avapopds
O k®OKOG aVTOHG YPNCILOTOIEITOL Yo VO ETGTPEYOLV OAOL, Ol GEoveS 1| OTOL0G
EMAEYEL, OTA UNOEV TNG UNYOVNIG.

G90 Andivto oboTiua cOVTETAYUEVWY

H evtol avt aAralel Tov 1pomo mov petappdlet Tig eviodés kKivnong tov d&ova.
Kt €101 kdvel OAeg T1G EVIOAEG AMOAVTEG,.
GI91 LyeTiko GUGTIUG COVTETAYUEVOY

H evtolq avt aAldlel Tov Tpdmo mov petagpdlet Tig EVIOAES Kiviong Tov d&oval.
K1 étot kavel 6heg Tig evIorég emavénTiKec.
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Ot kddkeg M mov avtihappdvetar n unyovny apdpodvior andé M00-M109 kon 1
onpacio g KA0e EVIOANG POIVETAL TOPOUKATE.

MO0
MO1
MO02
MO03
MO04
MO5
MO06
MO8
M09
M10
Ml11
M12
M13
M16
M17
M18
M19
M21-M28
M30
M31
M33
M34
M35
M36
M39
M41
M42
M50
M51-M58
M59
M61-M68
M69
M75
M76
M77
M78
M79
M&0
Ms81
M82
M83
Mg4
M86
M88
M89
M93
M94
M95
M96
M97
M98
M99
M109

2TapdTNUO TPOYPEUILATOG

[Ipoatpetikd ctapdTnuo TPOYPEUILATOS

Téhog Tpoypappatog ywpig emavekkivion

Kivnon arpdkrov de&dotpopa

Kivnon atpdkrov apiotepdoTpOPQ

STapdTnpre aTpaKTon

Aloyn| epyadeiov

Exkivnon avtliog comovvératon

Stopdnpo avtiiog comovvELALOD

Evepyomoinomn opévov 4ov d&ova

Amnehevbipmon ppévov 4ov dEova

Evepyomoinon opévov Sov d&ova

Anehevbipmon ppévov Sov dEova

Alayn komticov (idto pe v M06)

Unclamp APC Pallet kou Gvorypa noptag APC (ypnoipomorteitar pdvo yio cuvinpnon)
Clamp APC Pallet kou kheicyo noptag APC (ypnoomoteitar pdvo yio cuvinpnon)
Ipocavatoliopodg atpaxtov (tipég P kot R mpoapetikég)
Kat’emioynyv ypnotmg g Aettovpyiog M pue M-fin.

TéAOG TPOYPAUHATOS KO ETAVEKKIVIION

Hexivnuo ypelopeTapopéo UIpootd

Srapdnpo ypelopetapopéa

Metakivnon coAvo comovvéraov katd pia 0éon kitw, Oetikd
Metakivnon coAnvo comovvédalov katd pia 6éon tavo, apvnticd
Pallet Part Ready

[epiotpoen TAAETAG TV KOTTIKOV pyolei@V

YnépPaon yauning taydmrog

YnépPaon vyming taydntog

Extéleon ailayng marétag

B£TEL TOVG TPOALPETIKOVS KOIKOVG M Tov Ypriot

®étel Vv aopdAen £6dov

AKOP®OT TPOUIPETIKAOV KOIKOV M TOL ¥pNot

Apywomoinon acedaieiag 6500

®étel 10 onpeio avoeopds yia tig eviorés G351 G136
Amevepyomoinomn 006vng eréyyov

Evepyomoinon 006vng ehéyyov

[poewonoince eav Ppebdet onua skip

[poewonoince av d¢ Ppebel onpa skip

Avorypo ovTOUUTNG TOPTOS

K\eloyo avtopatng moptog

ATeLeVBEPOOT KOTTIKOD OtO TNV VTTOJ0YT

Auto Air Gun On

Auto Air Gun Off

ZVyKpATNON KOTTIKOD GTNY VIOSoYN

Evepyomoinon mopoyng camouvEéLaiov StéUeso g 0TpAKTOn
Amevepyomoinom mopoyig GATOVVELNLOL SIAUECO TG ATPAKTOV

"Evap&n amobnkevong 0éong d&ova

Srapdtnpo arodnkevong 0éomng aEova
Katdotaon Aettovpyiog avapovig (sleep)
Metdapoon edv dev vdpyet €il60d0¢
K\on tomiko0 vrompoypdipatog
K\on vrompoypdippatog

Emotpoon and vrompodypapa 1 fpodyo
Eicodog dwadpaoctucov ypriom

[MopakdTm avaAdovTal ol CNUOVTIKOTEPES OO AVTEG TIG EVTOALS.
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MO0 XraudTnua mpoypaupuaTos

H ypfion owtod 100 k®d1Kov mpokaAel oTOpATNUO TOL TPOYPAUpatos. Emiong
OTOMOTAEL TV ATpaKTO Kot T0 comovvélato. Av matoovpe to CYCLE START torte
70 TPOHYpOppe Bo EEKIVACEL QIO TNV AUECHS ETMOUEVT] EVTOAT).

MO1 TIpooupeTind oTaudTua TPOYPIUNATOS

O KmoKdc avtdg powaler apketd pe tov MO0 pe v dwpopd OTL Yoo va
OTOUOTNOEL TO TTPOYpoappo pe tov MOl Ba mpémer mpdTO Voo £YOVUE TOTHOEL TO
nktpo mov ypaest OPTIONAL STOP (mpoaipetikd otapdmmua). Kot o MOI
OTOLOTAEL TNV ATPOKTO KO TO GOTOLVEAALO.

MO2 Télog mpoypauuoTos ywpic exaveKkivy oy

O k®dwog avtodg divel otn pnyavh vo KataldPel mote €va TPOYPOUUO £XEL
telewwoet. Tomobeteiton 6T0 TEAOG TOL TPOYPAUUATOS OAAL TTPOTIUOTEPO €ivar TO
TEAOG £VOG TTPOYPapLpLaTOg Vo divete pe Tov kwdikd M30.

MO03 Kivyon atpdktov 0é106Tpoga.
O kmokdg avtdg Eekvdelr v ATpokto 0e100TpOoPa OAAG OlveTon TAVTO e
Kamoleg oTpoPEg pali.

MO04 Kiviyjon otpdKTov apioTtepoocTpoPa
O KOOGS avTOG EEKIVAEL TNV ATPOKTO OPIGTEPOSTPOPA OALL SIVETOL TAVTA [LE
Kémoleg oTpoPEg pali.

MO5 XraudTnua oTpogay
H evtoA aut| oTtapaTdel TIG GTPOQEC.

MO06 Evroin ailoyig epyaieion

H evtod) avt cvvodevdpevn kot amd évav apBpd epyoireiov (my.T1 MO06) Oa
QEPEL OTNV ATPOKTO TO EPYOAEID QLTO.

Kotd v ddpxeta pog aAroyng coppaivovv ta eEng:

1.Ztapatobv o1 6TPoQES.

2.H dtpaxtoc onkmvete 6to VYOS Tov PoAov(0 Z dEovag) apnvet To epyoreio mov
€XEL KO TOUPVEL TO EPYOAELD TTOV TOV KOAEGALLE.
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3. Movada gAEyyov

‘Eva and ta xevipwotepa pépn mmg punyovig CNC glvar n povada eAéyyov g
punyovne. Amoteleitor and éva TANKTPOAGYL0, TNV 000VI Kol TO KOVUME EKTOKTNG
avayKng.

FEiwxovo V.3.1

To TANKTPOAOYIO TNG UNYOVIG TTEPLEXEL OAQ TOL amOpaiTnTO GTOLXEW) TTOL BonBodv
OTOV TPOYPOUUUOTIONO, TPOGOUOIMOT KOl EKTEAECT) OTMOLOLONTOTE TPOYPAULOTOC
aplBuntikov eréyyov. To TANKTPOAOYIO NG Unyavng sivol ywpiopévo oe 8 meployés
KGOe (o amod TIc omoieg exTeAEl SLOPOPETIKEG AELTOVPYIES.

Ynrdpyer Aomdv o opddo pe oA@aplOunTikovg yopoKTpeg Kot cOUPoA, Lo
opado pe évo aplOuNTIKO TANKTPOAOYIO, Uld OUAO0 LE TANKTPO OV EAEYYOLV TIG
TANpoPopieg mov gpeaviCovtal otnv 006V, pia Opdda Le TANKTPA AUEGOV YNOLOKOV
EAEYYOL TOV KIVIIOEMV TNG UNYOVIGS, L0 OLLASO LLE TANKTPO YEPOKIVIITOV EAEYYOV TNG
Béong tov agovav, po opdda mov eAéyyet v Béom Tov KEpGopa otV 006vT, o
OHAdO [ TANKTPO CETAPIGHOTOC TNG UNYOVIG KOl TEAOG VITAPYEL KOl U0, OMAdO pE
TANKTPA OV EKTEAOVV S1aPOPEG GALES AgtTOoVpYiEC.

FEixova V.3.2
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4. Evepyomoinon unyovng

Apyikd yioo vor EEKIVIIGEL 1] EPYOAEIOUMNYOVT, O YEPLOTNG TPEMEL VA EEKIVICEL TO
KOUTTPEGEP 0€Pal, va avoietl Tov d1akOmT oV PpiokKeTal 6To To® PEPOS TG UNYOVIS
KOl TPOPOJOTEL LE PEVIA TN UNYOVI] KOl VO TOTHOEL TO TPActvo TANKTpo “On”, mov
Bpioketon 610 TAV® 0ploTEPO LEPOG TNG KOVGOLNG.

Amopaitnto elvol TpoTov Yyivel omolodNmoTe Agrtovpyia, M unxavn va Bpel to
onpeio avapopd mov eivar kabopiopévo yro avtv matovrag POWER UP/RESTART.
O yepomg umopel emiong vo KAVEL apylKomoincn Tov GLOTAHATOS HE TN HEB0dO
ZERO RET «xot to mAnktpo AUTO ALL AXES, a@od mTpdto avIYETOTIGEL OTOL
alarms Toy®OV EQEAVICTOVV.

Y mepinmtwon mwov N unyovn €xet va 1ebel g Aettovpyla Tpémel va eKTeAEoTEL Kot
T0 WPOHYpOUUO TPOoBEPUAVONG TNG UNXOVIG, TPOKEWEVOL VO KUKAOPOPNGEL TO
MITOVTIKO HEGO GTO GTPOPEIO TNG ATPAKTOV.

5. Awayeipion TpoypouuaToS

Emileyodpe List Prog mpokeyévoo va epeaviotel n AMota pe OAo to Tpoypdppato
mov etvor vrobnkevpuéva oTNV PViUn. Ze LT TN MOTA UTOPOVUE VO TPOGHECOVE
véa poypdlupata, €ite dnuovpymvtog to eite Aappdvovtog to péow g Bvpag RS-
232, pmopoVpe va S1oypAWOLLLE 1] VO TPOTTOTOGOVLLE 1)O1) LITAPYOVTO TPOYPELLLLLOTOL

Mo va onuovpynoovpe éva véo mpoOypoaupa ypoagpovue O Kot €va TeEVIOYNQLo
KOO Kot otV cvveyeio emheyodpue Write.

IMa va AaPovpe éva mpoypappa pécm g Bopog RS-232 ypdopovpe oto mover O
KOl TOV TEVIOYNQPLO0 KOOKO TOL TPOYPAUUATOS OM®G oVTOG E£YEL YPOQEL ©TO
npoypappo Kot motdpe Recv RS232. Xe avtd to onueio m unyovr mepluével to
dedopéva pécm g Bupag RS232 pe v omoia elvan cuvdedepévn pe tov H/Y.

[Tpoxeyévou va emAEEOLE Vo TPOYPOLLO LETAPOIVOVUE HE TOV KEPCOPU TTAV®
0T0 TPOYPALLLO TTOV BELOVILE KOl GTNV GUVEYEID EMAEYOVUE TO TPOYPULLLLO TOTMOVTOG
Select Prog. 1o mpoypappa mov emAégape eppaviCetor £vag aotepickog Sl 610
ovopa Tov.

[Ma va dwypdyet Eva 110M vTAPYOV TPOYPOLLO TPETEL O XPNGTNG YPNOUOTOIDVTOG
to up Ko down mANkTpa tov dpopéa 086vNg pmopel va papkdpel Tov aplpd tov
TPOYPAUUOTOS, 1 VO TANKTPOAOYNGEL TOV OplOUd TOL TPOYPAUUOTOS €KEL TOL
Bploketar o dopopcag 006vng mov avaPooPrver kot petd va matnoer 1o ERASE
PROG.

o vo tpomomomcovpe KATOWO TPOYPAUUN ETIAEYOVUE TO TPOYPOULO TOV
Béhovue va emeEepyaoctodpe kot oty ocvveyeio matwvtag 1o mAnktpo EDIT, o
YPNOTNG Umaivel 610 TePPAAlov Tpomomoinong mpoypdupatos. Xtnv 08o6vn Oa
eupaviotel to tpéYov mpoypappa. o va ewoayxbel éva mpdypappa amd TO
TANKTPOADY10, TTPETEL VO TANKTPOAOYNGOLV T, dedopéva mov emtBupel o ypNotng Kot
petd va motnBel o INSERT. Ilepiocotepo amd éva kwdwo, ommg m.y. X, Y ko Z,
umopovv va. gwoayfodv mpwv matnbel to INSERT. Aoy ecoybel éva mpdypoppa
umopet o ypnong va BeAncel va aAAdEeL dedopéva. MmopKAPOVTOS TOVS OPOKTIPES
nmov BéAer va aAAdel, eiodysl Toug véoug yapaktipes kKo motd ALTER. o va
npocBéoel yopaxtpeg petakvel Tov dpopen 006vng oto onueio Tov KEWEVOL OV
Bélel vo TPOGOEGEL TOVG YOPOKTNPES, EIGAYEL TOVG VEOLS YOPOKTIPES KOl TOTA
INSERT. I'a va. apopécet Yo pakTnpesg, TPEMTEL VoL LOPKAPEL TOVG YOPOKTIPES OVTOVG
kot va totoet DELETE.
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6. Ilpocouoiwcn wpoypauuarog

IMa va do0pe €bv To TPOYPOULO TOV £YOVUE EMAEEEL KOTEPYALETAL TO AVTIKEILEVO
pog pHe TPOTO O OMOI0G WOG KOVOTOEL UTOPOVUE VO EKTEAEGOVUE 0L YPOOIKN
Tpocopoimon otnv 006vn TG KOVGOANG.

INo va ekteléoovpe v mpocopoinon emtheyodpe 1o Setng Graph dvo opegkan
otV ovveyeio emieyodue Cycle Start. Emiéyovtag 1o otnv 006vn eppaviCeton n
mopeio TOL KOmTKoL. Me cuveyouévn ypapun epneavilovtol ol KivioELS KATEPYUoiag
eV pe dlokeKOUUEVT ol Kvnoelg pe tayela mpowon. To eminedo mov epeavileton
omv 006vn eivar 10 XY evd otV Gve aplotepn yovid g 006vng eaivetal kot o
a&ovag Z. e mepintoon mov BELovpe va kavovpe (ovp o€ o Teployn emaeyovue F2
Kol otV ovveyeia pe ta TAnktpa Page up kou page down pvBuilovpe to ovp ko
aeov tomobetnoovpe 10 mopdbvpo ekel mov emBopovue emieyodue Enter yio va
amoOnkevtel 10 véo mapdBvpo tov Covp. T va emovélBovpe o610 opywd Covp
emieyoope F2 xon petd to HOME.

Ext0¢ amd avtd tov 1pOdmo TPOCOUOIMCNS UTOPOVLE VO YPTCULOTOWGOVLE KOl TNV
Aertovpyio DRY RUN n omoia ypnoipomoteitort yio vo EAEYXEL YPTYOPQ TO TPOYPOLLLLOL
yopic opwg va kdvel komq vAkov. To DRY RUN emAéyeton motdvtog To TANKTPO
DRY RUN. Otav givar 6e DRY RUN, 6Aeg 01 TpodCELS KOl 01 TOYVTNTEG EKTEAOVVTOL
pe DRY RUN toyvmta mov emidéyetar and to mAnktpo JOG toyvutitov. 10 KAt
uépog ¢ 006vng Ba epeaviCeton n oyetikn ToyvTNTa, 6mmg 100, 10, 1.0 1 0.1 tvtoeg
ava Aemtd.

7. Doproua epyorieiwy oToy Hvio

Mo va @optocovpe omoio epyareio embBopodue emieyovpe 1o kovumi MDI
ewodyovpe Tn omov n o apBUdS TOLV KOMTIKOD OV EMBLUOVUE VL EIGAYOVUE Ko
méCovpe Cycle Start. MOMG yivelr 1 oAAoyn] TOV KOTTIKOO KOl TO KOTTIKO n givon
QOPTM®UEVO GTNV ATpoKTo emAeyovue To kovuni Tool Release yio va agaipesovpe to
KOTTIKO IOV UTOPEL VO LITAPYEL TNV ATPAKTO Kol 6TV Guveyeia TomofeTodpe T0 VEO
KomTikd gpyoieio oty drpaxto mélovtag Eava to kovuni Tool Release yia va 1o
(POPTMCOVLE GTNV UNYOVY.

8. Mndevicuoc Tty covTEToYUEVQOY TOV KOUUATIOU

Mndeviopdg koppation eivar n €bpecn tov onpeiov avaPopPAs TOV, GE GYECT LE TO
onpeio undEv g unyovhg. Avtd eiodyetor oe ovykekpipévo mivaka (WORK ZERO
SET) kot otnv ovcio Aéet otn pnyovn mov axppag Pploketal 10 KOUUATL ETAVEO GTO
tpanéll. T va Bpet o xep1otg 10 onueio avtd, ¥pnoiomolel KAAGTKOUS TPOTOVS Kot
epyodeia, Ommg to 10 akpPdg B éxove katl pe po cvpPatikr epélo (LeTPNTIKO
poAlL, meipog, @peldpiopa KoppaTiov, owentpog emaeng k.A.m.). H dwdikacio
UNOEVIGHOD TOV KOUUATION EYEL OC EENG:

1. Evepyomowovpe 1o unodév g punyavig emhéyovtag to POSIT eréyyovpe ebv
otV 006vn (mdvo de&1d), av ypaeet G54. Edv 01, To evepyomoloUyLe.

2. Emieyobpe JOG HANDLE kot axoAovBog emidéyovpe v toydTnta He v
omoia Oa kivnBei (0.1, 1.,10.,100. ).

3. Emieyodpe tov dEova otov omoio Ba kivnBet (X,Y)
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4.

Metokivovpe 1o Kontikd mpog 10 onueio mov BéAovpe vo tomobeTcovpe 10
UNo&v, HEIOVOVTOG TNV TaxOTNTO KiVIIONG TOL KOMTIKOV (DOTE VO £YOVLE
aKplag 1o onpeio mov emtBvpovye.

Enileyodpe OFSET kot av ypelactel kot 0e0tepn @Opd, Yo VO ELPAVIOTEL M
006vn WORK ZERO OFFSET.

Emileyodpue v omAn mov pog evolapépel kot otnv cuveyeio emleyodpe
PART ZERO SET.

Avt) ™ otryun éxel undevioet Tov a&ova tov omoio £xetl emAEEet.

INo tov d&ova Z mpémet va. akoAoVONGOLLE Lo GAAT J1OOIKOGTO UOG Kot TPETEL
va opioovpe 10 undév tov dova Z ywoo Ol To gpyareion mov BElovpe va
ypnowonomoovpe. H dtodikacio £xel og e&ng:

1.

2.

Emeyovpue Ofset kol av ypelactel Kot dgvtepn QOpd, Yoo vo. ELPAVICTEL M
006vn Tool offset.

Xpnowonowovpe to JOG HANDLE ywo va gvtonicovpe v akpipn 0éon tov
HUNOEV Y10 TO GLYKEKPIUEVO EPYAAETLD.

Emeyovue Tool offset mesur yio va Katoy®picovpe Ty Ty Tov PKovg Tov
KOTLTIKOV.

Ketvoupe v moépta g unyovng kot emtheyodpe Next tool yia va poptdcet n
UnNYovn To EMOUEVO KOTTIKO GTNV ATPOKTO.

Enavoiappdvovpe v dadikacio péxpt vo undevioTovy OAQ TO KOTTIKA TNG

unyavn

9. Extéieon Ttov mpoypaunoTos

Ao ™V oTIypn| TOL €YOVUE KAVEL TPOGOUOIMGCT TNG KOTNG £YOVIE UNOEVIOEL TOVG
a&Eoveg Ko ta epyareion LTOPOVUE VO EKTEAECOVIE TO TPOYPOLLO TO OTTOi0 BEAOVLE.
o va to kGvovpe avtd, agov emAésovpe 10 mpoypappo méCovpe 1o Cycle start.
Koatd v obpkela g ektéleong tov TPOYPAUUATOS WTOpOovUE Vo emEUPOVUE
LEWOVOVTOG 1] aLEAVOVTOS TNV TPOMGN N TIG GTPOPEG TNG oTpdKTOoV pe TNV Porfela
TOV KOLUTI®V TOL TThvel Override.
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N —

(98]

Eykaracracn tov wpoypauuaroc DNC Max 5 tnc Cimco

Eniléyovpe 10 CIMCO 51026.exe

. ZV apykn 086vn emiléyovpe v YAwood oty omoia Ba yivel 1 eykatdotoom kot

peta OK

YtV endpevn 006vn emdéyovpe Next

AxoloVOwg emAéyovpe TOV QAKEAO otov omoio Ba yiver m eykoatdoTtoom Kot
emiéyovpe Next kot mwdAr Next

Ye avt) TNV oeAda emAéyovue mowo mpoypaupate Bo  eykotactafovv oTov
vroAoyloth. Amapaimta givor tao DNC-Max Server kot DNC-Max Client kot petd
next uéypt v Evapén g YKATAGTOOTC.

PoOuion Ty wapauétpwy tov mpoypduuaroc DNC Max 5

. Avoiyovpe 10 poypoppa DNC-Max Server V5 mov Bpioketat gite oty emeavein

epyoaoiog elte oto pevov start.(Eav eivar m demo £€kdoomn oto mapdbvpo mov
enpaviCeton emAéyovpe OK)

10 Tapabvpo mov pog eppaviletor edv o Server £xel EEKIVIIOEL KOAVOVIKA ETAEYOVUE
10 Client. (Edv givon 1 demo éxdoomn oto mapdabuvpo mov epeaviCetar emdéyovpe OK)

. H default pnyovn tov cvetiuotog eivar 1 Machine A og mepintmon mov EKKIVAGEL

SPOPETIKN UNyavy eMAEYOLUE TNV pnyovh avt) mélovpe de&l KMk Ko stop port
(o€ mepinTmon Tov KaTA AADOC CTAUATCOVUE TNV UNYOV A ETAEYOVIE TNV LIYOVY|
A mélovpe 0e&i KMk kon restart port)

Mo vo gpeaviotodv ot pvbuicelg g KABe unyoving emTALYOVUE TV UNYOVY OV
emBopovpe (my Machine A) ko petd méCovpe de&i KAk kKo configure port. Me avtn
v emioyn gpeavifeton to mapdbvpo pvOuicewy TG Unyavig.

[N 1o kévtpo katepyaciog Mini Mill ot puBuicelg mpémet va eivar ot €€ng

Com port Coml

Stop Bits 2

Parity Even

Baud Rate 9600

Data Bits 7

Port Mode ASCII

Flow Control Software

XON Character ASCII 17 /DC1
XOFF Character | ASCII 19 /DC3
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3. Amooctoln mpoypauuaroc us tny fonbsia rov DNC Max 5

1. Avotyovue to mpoypappo DNC-Max Server V5 mov Bpioketon gite oty emedvela
epyaoiag eite oto pevov start.(Edqv givar  demo éxdoom oto mapdbvpo Ewkdva VI.3.1
mov gpeavifetan emiéyovpe OK)

License key not found [z|

| =

License key not found!

If you have received a licenze key from pour CIMCD
zoftware dealer, pou can register the licenze key by
preszing 'Find keyfile' below.

It you do not have a license key, vou can run a time
lirmited DEMO werzion of this progran.

See the about box on how to contact CIMCD Integration o
your local CIMCO zoftware dealer.

Days left: 8

[ Contact License Server ][ Find keyfile ][ QK

Eiwxovo V1.3.1

2. Zto mapdBupo mov pog epeaviCetar (Ewdva VI3.2) edv o Server £€yel Eekivnoet
kavovika emiéyovpe 1o Client. (Edv eivor 1 demo £€kdoon oto mapdbvpo mov
enpaviCeton emAéyovpe OK)

i CIMCO DNC-Max Server, - Licensed to DEMO Yersion
Setup  Help

§§IMCO CIMCO DNC-Max Server ¥.5.10.26
IreEAAon  Copyright 1992-2005 CIMCO Integration 145

Licensed to: DEMO Version

Server name: DNCSRYCAMS

[10:33:28] Starting server DNCSRVCAME - Licensed to 4 ports
[10:33: 28] HAAS: Part started successfully,

[10:33:29] Machine A: Serial port offine.

[10:33:29] &)l ports started successfully. Total parts started: 2
[10:33:23] Server ready.

Oserol [ Festart Server I [ Stop Server ] l Lock ] [ Hide I [ Client J

Administratar =]| Active porks: 02 (i00:11) Clients: 0 Transmitted: 0 Received: 0

FEiwxove V1.3.2

3. H default pnyovn tov cvemuotog ivor 1 Machine A og mepinmtwon mov ekKivioet
JPOPETIKN Unyavy eMAEYOLUE TNV pnyovh ovt) TéCovpe del KMk Ko stop port
(og mepintmon mov katd AGOOg CTAUOTNGOVE TNV UNYOV A ETAEYOLUE TNV UNYov)
A mélovpe 0e&i KMk Ko start port)
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¥ CIMCO DNC-Max Client - Licensed to DEMO Version
Serd/Recsive Pat  Ssto  Help

Fart Status

Time | Fils

E Default Greup

[ F s s

3 Machine &

Port Difline

Serd =] [ Receive =] ()] [(HideTabs |

&y Send File

Send File Advanced

Send Recent Files 4

&Y Fecsive File

Feceive Recent Files ¥

Stop Transmission

3
Fause Transmssion ¥
Fastart Transnission  *

3

Clear Queue

=L File nams
TS
CIRTS Current Ling:

=TS Bytes Sent;

e~ CPS/LPS:

& Festart Fot
e »

DDsh Bytes Peceived: |

[
|
CIDTR Lines Received: e Hemaining: |
|
[

B Ernor [

d/Recaive Log Terminal
& Fiint File

| Stop Part ‘

|

|

|

27| Enas: U‘

| stats dle |

]

FEiwkove V1.3.3

4. Exxwooue 10 kévipo katepyoasiog Mini Mill. £10 mavel tov kévipo Katepyoasiog
emheyovpe list prog.
5. I'pbaeovue oto maved O Kot TOV TEVTOYNPLO KOOIKO TOV TPOYPAULATOS OTMG OVTOG
&xel ypael oto mpdypappo kot watape Recv RS232. g avtd 10 onpeio n pnyovn
TEPLUEVEL TaL OedOpEVH HEG® TG BOpac RS232 e v omola givat cuvoedepévn pe tov

H/Y.

6. Emieyovpe send and 1o DNC-Max Client V5 emidéyovpe 10 mpOYpOpo TO 0mToio

Bélovpe va oteidovpe kot matape OK.

Port

= Default Group
) HAAS

i'\j Machine a

v] (@) (=)

‘lﬂ Backup

| 25 Machine &

‘i,ﬂ Failed

‘!rj Log

Bl 1238 e

] m1204.ne
] mae ne
(0202000
) 03004.nc

| #8132 ne
B 68133.ne

B 56134 no
& BE153 ne
8] Ben54 ne
&) smazne
&] 2190 ne
& 33151 ne
[&] gz ne
&) amazne

B i File narne:

| Files of type:

—— AL Show preview
T

CIRTS Current L

acTs Bytes S

CIoTR Lines R

=) Bytes Ag

0 CPS/LP!

B Enor ==

|MC Files [.ne;.iso)

m|
BX]
! 28 g .I— Teminal 7
'.v‘ Cancel
|
|
]
|
o]
Ide |

Administrator J

Ewxovo V1.3.4
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4. Anwn mpoypauuaroc ue tny fonlsia tovo DNC Max 5

1. Avotyovue to mpoypappo DNC-Max Server V5 mov Bpioketon gite oty emedvela
epyaoiag &ite oto pevov start.(Eqv eivor n demo éxdoorm oto mapdbvpo mov
epnpaviCeton emAéyovpe OK)

2. Zto mapdBupo mov pog epeoavifetar edv o Server £xel EEKIVIGEL KOVOVIKA ETAEYOLULE
to Client. (Eqv eivon 1 demo ékdoon oto mapdbvpo mov eppaviCetor emAéyovpe OK)

3. H default pnyovn tov cvemuotog ivor 1 Machine A og mepinton mov ekKIVRoEL
SLLPOPETIKN pnyovn emA&yovpe v unyovn oot mélovpe 0e&l KAk kot stop port
(og mepinTmon mov kaTd AGOOG CTAUOTNCOVE TNV UNYOVY A ETAEYOLUE TV UNyYov)
A mélovpe 0e&i KMk Kon restart port)

4. Exxwooue to kévipo katepyoasiog Mini Mill. 1o maved tov kévipo Katepyaoiog
emAeyovue list prog.

5. Tpdopovue oto maveh O kol TOV TEVIOYNOLO KOOKO TOL TPOYPAUUOTOS OTTMG QVTOHG
&xel ypael oto mpoypoupo kot wotdpe Send RS232. e avtd 10 onueio n pnyovn
otelvel to dgdopéva péow g Bvpag RS232 otov H/Y pe 1o omoio eivan
ovvoedepévn. H Ay tov mpoypdpupatog yivetol autOITo amd T0 TPOYPOLLLLLOL
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1. Ewoaywyn

Me Bbaon v pebodoroyla mov avoamtuyOnke oto mopamdve  KeaAoio
IMUOLPYNONKE TO TPOYPOALLLLO Y10 TV KOTOOKELT TOL SOKLUIOD TOV EYOVIE AVAPEPEL.
O kodwag Tov mpoypaupatog Nrav unkove 7.000 ypappmv. Znv cvveyeio to
TPOYPOUIO OTESTAAN o010 KdABeTto KEVIpO Kotepyaciag Mini Mill g Haas mov
dwbétel 10 gpyactnplo Propnyavikng mopoymyng pe v Pornbeia nAektpovikov
vroAoyiot Tov [ToAvteyveiov Kprtng.

Ewova VIIL1.1

Ewova VI 1.2
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Ewova VIIL1.3

H xataokev] tov Koppotiod Opknce mepimov pio opa, 060 dniadn eixe
npoPrepbet amd 1o Pro Engineer. Metd tnv KOTOGKELT] TOL KOUUATION akoAovONGE
EAEYYOC TOV JUCTACEMV LE TOYVUETPO Kot OV PpedNKav onUovTIKEG amOoKAGELS amd
T1G S100TAGELS TOV GYEdiov.

H mowdmta tov emeoaveidv tov aviikelpévov Ntav moAd KoAr. H emedven
Splines giye TOAD KoAN TOLOTNTA H10G KO KOTOOKEVAGTNKE pe éva flat kovddA 9Imm.

Xpnowonowwvrtag v wio pebodoroyia koTacKevdcape TO TEUAYO TOL PaiveToL
OTI§ TTOPOKATO €KOveG. To tepdylo avtd eivor po avomapdotacn g Pdong yio
EMTAYVLVGIOUETPA TTOL Ypnoponomdnke oto mars pathfinder. "o v KoTocKELN TOL
ypeoTKay 2 otnoipata oy punyovn (Aertovpyieg) ko 70 akolovbieg apBuntikon
eléyyov. XpnowomomOnkav 2 komtikd €va owpérpov 10 ko éva 14 ytlootd.
O kddwag mov dnuovpyndnke Nrov 13.000 ypoappés kot o yxpodvog mov amaitnonke
Yo TNV KOTAGKELN TOL AyyiEe TG 15 dpeg.

Ewcova VII 1.4
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2vurepacuarto

Xg outn ) dmAopatikny epyocio peAetnOnKe o avTOUATOG TPOTOG dNUIOVPYIG
Koo gpyoretounyavov. Ilapovoibomke ektevog m pebodoroyia pe Pbon v
omoia yivetor n avtdpaTn dNovpyia ToL kKMo pe v forfeta tov Pro Engineer. H
pebodoroyia avtr| ypnooromOnKe oty ONpovpyic Svo JOKILDV.

To npdTo amd T dvo dokipia mePlEiye OMAG YEOUETPIKA YOPAKTNPIOTIKE KOOMDS
Kot po emedveln Splines. H kotackeun tov éywve pe éva Kovovitl Stapétpov 9mm.
Ao TV KOTAGKELY] TOL TOPATNPNONKE OTL TOL KOVOLALL Y®PIG aKTIVE KAUTLAOTNTOGC
umopovv va wpoceyyicovv 3D emedveleg pe TNV TEMKN €mEAvER Vo, Eivol apkeTA
KOAT OU®G 1 KATOOKELY] TOVG amotel ToAd ypovo. To amotérecpa mov Oa elyape dv
YPNOUOTO0VGAUE £V SOUPTKO KOVOVLAL TBovOTOTA VL 1TOV TOAD OVATEPO.

To devtEPO TEUAYIO NTOV EVa AVTIKEIPEVO e CVVOETO YEMUETPIKE YAULPOKTPLOTIKA
oL OpMG Oev elxe KOBOAOL TPIOIAGTATES EMUPAVELEG, TETOOV €IO0VG OVTIKEIHEVQ
etvat 1avikd ylo Kataokevun o€ unyovég Tplav a&dvev pe v xpnon epyaieiov Flat.

Kotd v d1dpketa 1660 Tov GYEOUGHOD TOVG OGO KOl TNG KOTAGKELTG TOVG £YLVAV
ot €€N¢ mopaTNPNOELG:

[Iptv 10V GYESOGUO TOV KATEPYASIDV TPETEL:

v" Na Aoppdavetar v’ oyn o TPOTOg GLYKPATNOTG TOL EKACTOTE KOUUOTION WE TN
TpamelaL.

v" Na gival yvootd ta KomTikd epyadeio pe To. omoia 0o yivel 1 kotepyoaosio. Avtd ta
EPYOAELD TPETEL VAL IKOVOTTOLOVV TIG YEMUETPIKES OTTOLTIOELS TOV TELAYIOV.

v" Na a@iepwbel ypovog yio Tov Katoypaen Thg 6epac pe Ty omoia Oo ektelectodv
Ol KaTEPYAOieg 0G0 KOl TV VITOdou®mY Tov Ba dnpiovpynBodv Yoo mepeTaipm
Katepyooieg (my amonepdrtwon).

Kotd ™ dudpreta Tov oxed10GHL0D TOV KOTEPYACLOV TPEMEL:

v" Na hoppdavetor v’ dyn ot avtoyég TV KOTTIKOV Kabdg kot ot 131otepOTNTEG TG
EKAGTOTE UNYAVIG.

v" Na giodyovial 610 TPOYPOUUE GYOMO Y10 TNV SELKOAVLVET TOL YEPIOTH TNG
EPYOAELOUNYOVIG.

v" Na yivetar Tpocopoimon tov kddika 6 €181KO TPOYPUpUL Yol TV avixvevon
TUYOV LoDV TOL TPOYPAULATOS Kot TV BeATimon tng mopeiag Tov KomTukoD.

v" Na dappavetor v’ oyn o Yeyovog 6Tt umopel to avTikeipevo e o omoio Oa yivel
N Katepyacia va £yel andkAiion oto péyedoc and to embovunto.

IMa v peiowon tov ¥povov KATEPYACING TPEMEL VO YPTCIUOTOIOVVTOL EPYOAEIN LE
HEYOAES SLOUETPOVS KLPIOG OTA GTASIN TG EKYOVOPLONG.

Ta VAKE KOTOOKEVEG TOV KOTTIKAOV TPEMEL VoL £ivol TETOW OCTE VO LG EMTPETOVLY
va €Yovpe 060 TO dVVATOV PEYaADTEPA PAON Ko TAGTH KOTNG KaBMG Kol va EXOVUE
HEYOAES TaYVTNTES TPO®ONG,.

Ta vypd KomNg TPEMEL VO YPNGIULOTOOVVTAL DCTE Vo, avEnoovy v ddpketo {dvNg
tov epyalieiov. Emiong pe v ypnion tov umopodue vo KatepyalOUOOTE e
peyoAvtepa BéOn Komng, peyoddtepa TAGTN KOTNG Kol LEYOAVTEPES TPODGELC.



H avémrtuén euArladiov odnyldv yio kdbe Tpodypappo exiong eivor amopaitntn Hog
KOl 0 ¥pNOTAS TG UNyxavng umopel vor unv Boudton 1 va punv E€pet v Béon tov
undevikod onueiov Tov TEUAYIOL KAOMG Kol TNV CEPA KOl TIC TOPOUUETPOVS TOV
EKAOTOTE AKOALOLOLDV.

H yprion mpoypappdtov CAD-CAM yio tov oyedlocpd Kot Tov dvo Tepoyiov
umopetl va BempnBel amapaitnn PO KoL 0TO VO OVTIKEIPEVA 1] KTACT] TOL KOOKA
Ntav 1660 peydAn dote va KaBIGTA OmTOyOPELTIKY TV TPOCTAOELD Y10 YEPOVAKTIKO

TPOYPOLUUOTICUO.
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Setup sheets dokitiov
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Milling = Face milling SECO 1

Face milling cutters SECO = Face milling cutters SECO 1
Octomill 220.43-07W First chi n-Octog/,220.43-07 ersal insert: OFER 070405TN-ME15 T25M
R::::l Alternatives
mm/tooth First choice Difficult operations Easy operations
1 ).15-( 070405TN-ME10 T25M 070405TN-M16 T25M OFER 070405TN-M16 C15M
2 ).15-( 070405TN-ME10 T25M 070405TN-M16 T25M OFER 070405TN-M16 C15M
3 ).15-0 070405TN-ME15 T25M 070405TN-M16 T25M OFER 070405TN-M16 C15M
a -0, O70405TN-ME15 T25M 070405TN-D18 T20M FER 070405TN-Mi16 T20M
.10-0307 070405TN-M16 FAOM 070405TN-D18 F20M OFER 070405TN-116 T20M
c 10°0; 070405TN-116 FAOM 070405TN-D18 T20M OFER 070405TN-116 T20M
.10-0.25" 070405TN-D18 T20M 070405TN-D18 F20M OFER 070405TN-M16 T20M
6 ).10-0 070405TN-M16 F4OM 070405TN-D18 T20M
[0.10-0.20" | OFEN 070405TN-D18T20M | OFEN 070405TN-D18 F20M ‘OFER 070405TN-M16 FAOM.
7 - 070405TN-D18 T20M 070405TN-D18 F30M
* For insert selection and cutting data recommenda- 8 -040"" 070405TN-ME10 T25M 070405TH-M16 F40M
tions, see page XX. 9 -0.36"* 070405TN-ME15 T25M 070405TN-M16 F40M
« For complete insert programme, see page xx. D < 070405TN-M16 F4OM 070405TN-ME15 T25W
« For ramping and helical interpolation, see technical -0.20" 070405TN-M16 F4OM 070405TN-D18 F20M OFER 070405TN-M16 F40M
Qguide. -0.20"* 070405TN-M16 FAOM 070405TN-ME15 T25M OFER 070405TN-ME15 F40M
— = 070405TN-16 T150M 070405TN-D18 Ti50M OFER 070405T-M16 T150M
oo 150 070405TN-A16 T150M 070405TN-D18 T150M OFER 070405TN-M16 T150M
Jy | 10-0. 070405TN-M16 T150M 070405TN-D18 T150M OFER 070405TN-M16 T150M
- 070405TN-D18 T150M 070405TN-D18 T20M
% 5 070405N-E07 F15M 070405TN-ME10 F40M
(R fartio D] Al u ap 15 070405N-E07 F15M 070405TH-ME10 FAOM
Normal .10~ 070405TN-ME15 F40M 070405TN-M16 F40M
R220.43 -0050-07W 50 070405 ).10-( 070405TN-ME15 F40M 070405TN-M16 F40M
-0063-07W. 63 7t 070405 ).10-( 070405TN-ME15 T25M 070405TN-ME15 T25M OFER 070405N-M10 F30M
-0080-07W 80 070405 *Castings. *If the material is cast, see Group 10 (castings) for partculars of insert selection and feed rates
100 ] 070405
125 [ X 070405 Cutting data
160 1 i ¥ 070405 Grades
Ti50M TAOMCISM | TesM | FsM | Fam | FaM_ | Faom
Feed, 1z (mm/tooth)
Spare parts eco) 0,10 0,25 0,497} 0,25 0,40 0,10 0,25 0,40| 0,10 0,25 0,40 0,10 0,25 0,400,10 0,25 0,40| 0,10 0,25 0,40
Wedge Wedge screw Key Arbor screw CHERICED Calting spess, ve (mimin)
T wE mmm W - - - [Em 775 T 770 70 T |
= - [a15 o4 200] 265 200 d70] - - - [0 220 195 165 [ 240 185 155 |
=) = =~ To60 195 165[220 165 40| - - - [o40 180 160 150130
=7 ==~ T4 185 155205 156 130 = = = [220 170 745 140 120
For cutter = - - 205 155 130] 170 130 110] = - - [190 145 125 120100
- - - [155 120 - | 135 100 - - - - [145 110 95 90 -
R220.43-0050 334.5-640 LD8020 T25-4 220.17-696 - - - - | 50 40 35 30
R220.43-0063 CW0810 LD8020 T25-4 MFES 10x40 - - - - | 265 200 175 165140
R220.43-0080 CW0810 LD8020 T125-4 MCBS 12x35 - - - - |230 175 155 145 125
1R220.43-0100-8160 CW0810 LD8020 T25-4 - - - - - | 195 150 130 125 105
- - - 155 11! 100 95
300 230 195 155 [ 215 160 140 135 115
280210180 145 195150 130 125 105
In earler milling cuters without W in the esignation such as R220.43-8160-07 the insertis ocked 255 195 165 135 120 15 05
by means of screw SL68023T instead of wedge and wedge screw. 205 155 - 110 95 90
" == = 810 [1110 645 735 700 5%
of mounting R 655 [ 895 680 5% 565480
" N - - - - - - 45 45 -
Dimensions in mm — —— — — — 30 2% =
- - - - - - 45 45 -
E—w For For
v For cutter d ] [] Er | arbor | spindle-nose - o o
’““” Surface finish Insert size inmm
e i R220.43-0050 4 | 63 = -
7] a R220.43-0063 . 63 = = (\ Insert Max Wiper fias
i ; 7 - - Fe size 0.0.C. wid!
4| 7 — — Type of insert v <= | Rapm 1 ap E
X 9 = = OFE.070405 15 [ <10 7 5(12) - 17 }
K 9 66.7 18040 20 05
OFE.07042Z 60 07 AJJ., }
Please check availibility in current price and stock-list. Finish of the milled surface is determined by feed/rev used. Wiper insert OFE.0704ZZ should not be used for cutters up to 100 mm dia.
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Milling = Square shoulder and slot milling SECO 1

Square shoulder and slot milling cutters SECO 1

Super Turbo 217.69-12A 12 Universal insert: XOMX 120408TR-ME08 FAOM
Cyl/Weldon Seco/Weldon Alternatives
. TR da) . First choice Difficult operations Easy operations.
| —[]— f 1 ) "XONIX 120408TR-MEO8 FAOM XOMX 120408TR-MEO8 T20M
f | 2 ) XOMX 120408TR-MEQ8 FAOM XOMX 120408TR-MEO8 T20M
U Ej f L 3 - XOMX 120408TR-MEO8 T250M XOMX 120408TR-MEO8 T20M
L ! 4 -0, 'XOMX 120408TR-MEOB T250M XOMX 120408TR-MEQB T20M
L i -0.16"_|  XOMX 120408TR-M12 T250M XOMX 120408TR-M12 T20M
— c 100 XOMX 120408TR-MEO8 T250M XOMX 120408TR-MEGB T20M
{ 015" | XOMX120408TR-M12 T250M XOMX 120408TR-M12 T20M
of i s - XOMX 120408TR-M12 250 XOMX 120408TR-V12 T20M
b [T0.10-015" | XOMX 120408TR-M12 T250M “XOMX 120408TR-M12 T20M
3 ,p” 7 .08~ XOMX 120408TR-D14 T250M XOMIX 120408TR-D14 T20M
« For insert selection and cutting data recommenda- P = ] -0.18" | ¥OMX 12040BTR-MEDB T25001 'XOMX 120408TR-MEO8 FAOM
tions, see page XX. Tool angee: 9 .08 'XOMX 120408TR-MEO8 T250M 'XOMX 120408TR-MEQ8 FAOM
« Far complete insert programme, see page k. X - 10 XOMX 120408TR-M12 T250M XOMX 120408TR-MEOB FAOM
« For ramping and helcal inerpolation, see technical i 016" | XOMX120408TR-M12 T250M "XOMX 120408TR-ME0 F4OM
quide. 0,147 | XOMX 120408TR-M12 T2500 XONIX 120408TR-MEQB FAOM
A )10-C XOMX_120408TR-M12 T150M XOMX 120408TR-MEQ8 T150M
oo 10 XOMX 120408TR-M12 1500 XOMX 120408TR-MEQB T150M
X XOMX 120408TR-M12 T150M XOMX 120408TR-MEO8 T150M
X XOMX 120408TR-M12 T20M XOMX 120408TR-M12 T150M
%’g Type of X XOEX 120408FR-EQ6 F15M XOEX T20408FR-EQ6 F15M
artiNos D | d | Ll la]l|a mounting X XOEX 120408FR-E06 FAOM 'XOEX 120408FR-E06 F15M
X XOMX 120408TR-MEOB T250M XOEX 120410TR-MO7 F30M
R217.69 -2020.3-12-2A 20 | 20 | 90 | 40 | 30 | 60 | 11 2 0.2 CylWeldon X0..1204. - XOEX 120410TR-MO7 F30M XOEX 120410TR-MO7 F30M
2525.312-3A | 25 | 25 [ 110 | 54 [ 40 [ 70 | 11 3 04 CylWeldon X0.1204 06 "XOMX 120408TR-MEO8 FAOM XOEX 120410TR-MO7 F30M
-3232.312:3A | 32 | 32 [ 120 [ 60 [ 40 | 80 [ it 3 06 CylWeldon | X0..1204 “Castings. *If the material is cas, see Group 10 (castings) for particulars of insert election and feed rates
Ror76 weatzan | @ | @ |20 w0 [ 40 | @ [ 1] 4 06| GyiWeldon | ¥0.1204 Cutting data - Full width (ae/D = 100%)
r:
R217.60 -2025.35-12:3A | 25 | 20 | 100 | 50 | 36 | 50 | i1 3 03 | SecoWeldon | X0.1204 arndes
~2582.3512-4A | 32 | 25 | 110 | 54 | a0 | 56 | 11 4 05| SecoWeldon | X0.1204 mem [ reom [ msm [ Eem [ reom | raom ]
Feed, fz (mm/tooth)
RZ17.60 -3240.35-12-5A | 40 | 32 | 120 | 60 | 46 | 60 | 11 5 08 | SecoWaidon | X0.1204 ey |08 012 0.20]006 012 0.20] 0.6 012 020|006 0,12 0.20]006 .12 020|006 g g 0]
No. Cutting speed, v (m/min)
— - Ta70 310 265 235 - -~ [ 265 200 190] 285 240 205
- - T30 280 20 210 - - - [235 200 170255 215 185
- = Tero 230 1% 5] - - - 195 165 140 210 175 150
== - T250 2i0 180 60 [ = - = 180 150 130|195 165 140
= - o5 80 - 130 110 165 140 120
ER T 100 85 [ 125 105 -
S I 35 30| 45 40—
- T30 255 215 180 155 | 230 195 165
- To0 220 190 160 135 200 170 145
— - T 190 160 135 115 170 145 125
E 05 - [ 135 115 -
315 265 230 240 205 175 145 125 | 185 156 135
290 245 210225 190 160 135 1151 170 145 125
265 225 195205 170 145 125 105 155 130 115
215 180 - [ 165 140 100 125 105 -
Spare parts = - oo - = 760 650 970 815 700
Locking sorew | Key R R 615 525 785 660 565
R I 45 - 60 50 -
R 30 - % a0 -
% ﬁ R P
For cutter Cutting data - Side milling Insert di ions in mm
Tnsert Max | Wiper flat
R2I7.69- Ca3507 T09-3 Speed type 0.0.C. width
Operations ag/D_| Recom. feed fz mmfooth | factor i ap B
Full engagement | 100% | 006 | 012 | 020 | 100 jap 120404 i 20
25% | 008 | 016 | 027 | 130 120408 il 16
Side milling 0% | 012 | 025 | 041 | 150 120410 il 15
5% | 017 | 034 | 057 | 160
‘Average chip tickness hyy | 004 | 008 | 018 | -

Please check availibilty in current price and stock-lst.

Figure 3

5

Choose suitable feed. Multply speed value from basic cutting data by speed factor.

Figure 4
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Milling = Copy milling

SECO 2

Copy miilling cutters SECO 2 Copy milling cutters SECO 1
217.29-06M Cutters with round inserts, max. axial cutting depth 6 mm Insert selection R217/220.29-06M Insert @ 12 mm, max ap 6 mm
CylWeldon Cylindrical mmfi:f"“ o Roughing Semi-finishing
- pd— [ . No. First choice First choice
H H HT 1204MOT-M08 T25M HT 1204MOT-M08 FAOM
; HT 1204MOT-M0 T25M: HT T20400T-M08 FAOM
iR @ HT 1204MOT-M0B T25M: HT 1204110T-M08 F40M
' HT 1204MOT-M0B T25M HT 1204110T-M08 FAOM
1 - L HW 1204MO0T-MDO09 F25M HW 1204M0-M05 F40M
HW 1204MO0T-MDO09 F25M HW 1204M0-M05 F40M
HW 1204MO0T-MDO09 F20M HW 1204M0-M05 F30M
TH 'GT 1204MOT-MEO7 T25M HW 1204M0-M0S5 F40M
'GT_1204MOT-MEO7 T25M 'HW 1204M0-M05 F40M
HW 1204MOT-MDO09 T25M 'HW 1204M0-M05 F40M
« Far insert selection and culting data recommenda- B HW 1204MOT-MD09 T25H HW 1204M0-M0S FAOM
tions, see page XX. 4 HW 1204MOT-MD09 T20M HW 1204M0-MO05 F30M
« For complete insert programme, see page xx. HW 1204MOT-MD09 T20M HW 1204M0-M05 Fa0M
HIW 1204MOT-MD09 T20M HW 120400-M05 FaOM
< HW T204MOT-MD09 T200 HW 1204M0-M05 F3OM
- 1204MOT-MEO7 F4OM GT 1204M0-E06 F15M
N 1204MOT-MEO7 F4OM GT 1204M0-E06 F15M
ISR T204MOT-MEQ7 T25M HW 1204M0-M0S FaOMT
1204MOT-M08 F40M HW 1204M0-M0S5 F30M
% Type of 1204MOT-MEO7 T25M GT 1204M0-E08 F40M
Part No. D A d H L L1 L2 Ly M ap mounting
- [103 - Al /Weldon 1204 "
— T2 - 4| CylWeldon 1204 Feed selection ) «
— 06 - 4 CyiWeldon 1204 Raughing Semifinishing
- [120 - )6 //Weldon 1204
— 35 = 7| CyiWeldon 1204 et em i
Profile | 15% ‘ 20% ‘ 30% | 100% Profile 5% ‘ 0% | 25% ‘ 100%
16 | 20 - [ 150 [ 90 | 37 | 90 - 6 1 04 Cylindrical RP.1204 D.0.C. height, D.0.C. height,
16 [ 20 [ - [150] 90 [ a7 [90 [ - [ 6 1 09 [ Cylindrical | RP.1204 2pmm Hmm Feed fz (mm/tooth) ap mm Hmm Feed fz (mm/looth)
20 | 25 - [ 200 ] 140 | 37 [ 100 | - 6 1 06 Cylindrical RP..1204 4 343 2 084
20 [ 25 | = [200 140 [ a7 {100 = [ 6 | 1 | 1.4 | Cvlindrical | RP.1204 35 | VD || CES || e || GE 15 i O || O || G || ek
3 191 1 021
— s g =T o0 o T3] 045 | 040 | 030 | 025 g o] 060 | 045 | o030 | 025
— |- i385 7 orse o 1204 5 | o084 | 050 | 045 | 035 | 030 06 | 0008 | 060 | 050 | 03 | 030
- ~_[1505 [ lorse No. 1204 Speed factor 1.40 135 1.25 1,00 Speed factor 1.60 145 1.30 1.00
~ - [1305 E lorse No. 1204 Reduce fz by 30% for Mat. group No. 7. Multiply speed value by speed factor.
- - [ 162 5 lorse No. 1204
— - [r 8 orse No 1204 "
Cutting data - Full
Roughing Semi-finishing
e Grades F25M rades F25M
oco
o | T25M | FiSM | F20M | F3M | FAOM | T20M | T25M | FiSM | F20M | F3M | FaoM
No. Cutting speed, ve (m/min) Cutting speed, v (m/min)
- T o = — T a0 [ %5 ) - — T o5 [ 300
) - — [ 215 [ 25 — [ 2% B — [ 2% [ om0
— a0 | - B 175 | 185 — [ 5 B — [ o0 [ o
200 190 - 185 165 175 240 225 - 220 195 205
Spare parts 170 160 - 160 140 145 205 190 = 190 165 175
Locking screw | Key 130 125 - 120 105 115 155 150 - 145 125 135
45 - - 45 40 40 55 - - 50 45 50
240 225 - 220 195 205 285 270 - 265 230 245
210 200 - 195 170 180 250 235 - 230 200 215
180 170 - 165 145 155 215 200 - 195 170 180
140 130 - 130 115 120 165 155 - 155 135 145
For cutter 795 | 185 B 780 | 155 | 65 | a0 | 200 EE T 0 1)
180|170 - 765 | 145 | 15 [ 215 | 200 - 195 | 170 | 180
R217.25-.. C03508 Ti6-3 165 | 155 | - 150 | 130 | 140 | 1% | 185 - 80 | 155 | 165
180 | 125 | - 20 | 105 | 115 | s | 50 | - 145 | 125 | 135
= 955 1070 815 865 = 1135 1270 = 970 1030
- 770 865 660 700 - 915 1025 785 830
80 80 - - 50 55 75 70 - - 60 65
40 35 - - 30 35 45 45 - - 35 40
85 60 - - 55 55 80 75 - - 85 65
Please check availibility in current price and stock-list.
 Formulae for cutting data calculation are found on Figure 4
page 186.
5 Calculate surface finish
* Use the profile height value (H) from the cutting data
conversion table in the catalogue to calculate the expec-
ted surface finish for the actual operation. (See figure 5.)
Figure 3 Figure 5 H
Ra = T
)
R —
H

e
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Milling = Chamfer milling SECO 1

215.39/49 and 220.49

Chamfer milling cutters SECO = Chamfer milling cutters SECO 1

g 60° and 45° Cutter 215.39 and 2 0.49

2048 Feed _‘ Feed First choice Feed First choice
2 mmtooth First choice, fmmooth | 215.49-..09016 | fz mmAooth 215.4-..12 625
(/D =10%)|  215.49-.-0609  |(aglD=10%)  215.39-.09620 |(aelD=10%)
5| SPMIX 0602AP-75 T25M | 0.28-0.45 | SPMX 0903AP-75 T25M | 0.28-050 | ¢
X 0602AP-75 T25M X X 0903AP-75 125 X X 1213AP-
X 0903AP-75 T25M | 0.28-0; X 1213AP-
X 0903AP-75 T25M | 0.28-0; X 12T2AP-
VX 0903AP-75 T20M | 0.25-0,40 | SPWX 12T3AP-
X 0903AP-75 T25M | 0.25-0; X 12T3AP-
X 0903AP-75 T25M | 0.20-0,36 | SPMX 12T3AP-
X 0903AP- ; X 12T3AP-
X 0903AP- )| SPMIX12T3AP-
X 0903AP- X 12T3AP-
« For insert selection and cutting data recommenda- 11X 0303AP- "] SPNIX 12T3AP-,
tions, see page XX. 0,28 | SPUIX 0602AP- X 0903AP- T SPIX 12T3AP-
« For complete insert programme, see page Xx. -0, X 0602AP- X 0903AP- [ SPUIX 12134P-
0,257 | SPMX 0602AP- X 0903AP-75 T25M | 0.20-0.32" | SPWX 12T3AL
- X 10X 0602AP- X 0903AP-75 T25M | 0.15- X 12T3AP-
| § X 1UX 0602AP- 1UX 0903AP- 26 X 12T3AP-
S—— X X 0602AP- X 0903AP- X 12T3AP-
Dimensions in mm REX VX 0602AP- ¥ VX 0903AP- 250 X 121347
15 X 0602AP- ¥ X 0903AP- 200, X 12T3AP-
% Type of  20- X 0602AP- ¥ X 0903AP- 260, X 12T3AP-
Part No. D AW |d|L |k s mounting  20- X 0602AP-75 X X 0903AP-75 X X 12T3AP-
Chamer milling 60° 15 X 0602AP- 251 K X 12T3AP-
R215.39 -20203-09| 20 | 27 | - [ 20 [0 | 75 [ 65 | 2 | 03 | CyiWeidon | SPNIX 0903 12:0; X 0602AP- 250 25| SPUX 12T3AL
Chamer milling 45~ 15 X 0602AP-75 T25M ] 020-0.30 ] To5M | SPUIX 12T3A¢
R215.49 -1609.3-06] o | 16 | - | 16 | 60 | 48 | 4 | 1 01| Cyl/Weldon | SPMX 0602 “Castings. *If the material i ast, see Group 10 (castings) for particulars of insert election and feed rates
20163091 16 | 26 | - [ 20 [ 0] 75 | 5 | 2 | 03 [ CylMWeldon [SPMX0903 N o
5225312 | 25 | 39 | — | 3 [ 130 | 90 | 7 | 2 | 08 | Cy/Wdon | SPUX12T8 Cutting data - 10% (ae/D = 10%)
Chamfer milling 45 Grades
R22049 004012 | 40 | 54 [ 40 | - [ - [ - [ 7 [ 3 [ 03 | Abor |sPuXizis
TM | TesM | FssM | seoM [ WX | |
Feed, Iz (mm/tooth)
Spare parts mmfi:?nmu 0,12 0,30 0,500,12 0,30 050442 0,30 0,50(0,12 0,30 0,50|0,12 0,30 0,50| |
Locking screw | Key Arbor screw (R Catting speed, ve (m/min)
540 440 360 40 375 375 | 40 375 325 335 270 235|336 270 2%
485 395 340 41033 290 [ 300 300 245 210
400 325 280 340275 240 [ 245 245 200 175
p 370300 260 31525 220 [ 230 230 185 160
For cutter 315 255 200|265 215 185265 215 185|195 195155 135
240 195 - — [205 165 - |50 50 120 -
R215.39-2020 CO3007 05 = 85 70 - 7060 - |5 55 45—
02205 07 = 440 360 310|375 305 265|375 305 265 | 270 270 220 190
C03007 T0g- - 385315 270 325 265 230 [ 235 235 195 165
C03510 Ti5- - 330 265 230 275 205 195 [ 200 200 165 140
C03508 Ti5- 22017691 255 210 - 215 175 - [ 160 160 130 -
355 00 260|300 245 210300 245 210|220 260 210 185
330 265 200|275 295 195275 205 195|200 240195170
300 245 210255 205 180 255 205 180 | 185 220 180 155
: 240 195 - 205 165 - [ 150 i75 145 -
of mounting 1855 1510 1305 1570 1275 1105[ 1570 1275 11061140 930 800 |1356 1105 955
S 1495 1220 1055[ 1265 1030 890 | 1265 1030 890 | 920 750 650 [1095 890 770
15 9 - [ @0 - |65 80 - [70 55 - [50 4o -
70 60 - |60 50 - [60 50 - |45 85 - |30 25 -
a M5 95 - |05 80 - |9 80 - |70 55 - [50 40 -
J‘%p; For cutter d » []
| | —ﬁ R220.49-0040-12 2 104 63 Cutting data - Chamfer milling Type of insert
Speed
Operations ag/D_| Recom. feed fz mmfooth | factor
Full engagement | 100% | 006 | 015 | 025 | 100
25% | 008 | 020 | 033 | 130
Side milling 0% | 012 | 030 | 0s0 | 150
5% | 017 | 043 | 070 | 160 SPMX
‘Average chip tickness hyy | 008 | 007 | 011 | -
Please check availibilit in current price and stock-lst. Ghoose sultable feed. Multply speed value from basic cutting data by speed factor.
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Pro NC Flowchart






TeAIkd AvTIKEiUEVO
(Reference model)

MovTtélo Katepyaaia
(Manufacturing
Model)

[ewpeTpia KoTrmikwy
(Tool Geometry)

MepIBaAAov
Kartepyaaoiag
(Manufacturing
Environment)

Oplopog Agitoupyiag
(Operation)

Xwpog epyaaciag
(Workcell)

AVTIKEIPEVO TTPOG
KaTePyaaia
(Workpiece)

Humber O iges. | e

[ie] o1E Conige

(] Romcasen

3

Dt s | Fped | S0 rmicft;'" Comneris
Pt Procesion Opixes

e KT (M &) (] (Dot ] [ErmusT |
CL Commard Outpust Dt
FROM | Dotorume x
ADADTL  [Medd =
mm.-cmrr"w v
SPKDLAIFF | ot 1]
I Cuttes Conpeniation ..
(] (Concel) [

2@IkTApag (Fixture)




Mapdpepol Katepyaaiag
(Seq Parameters)

& Names

= CUT OPTION
SCAN_TYPE TYPE_3
CUT_TYPE CLUMB
STEPOVER_ADJUST YES
TRIM_TO_WORKPIECE NOD

, CUSTOMIZE_AUTO_RETRACT YES
AveTTITUXAG S CUT PARAM

STEP_DEPTH 1
TOLERANCE om
STEP_OVER -1
TOOL_OVERLAP -
NUMBER_PASSES Q
ONE_PASS_OFFSET a
BOTTOM_STOCK_ALLOW .
A _SHIFT ]
CUT_ANGLE o
END_OVERTRAVEL )
START_OVERTRAVEL Q
INITIAL_EDGE_OFFSET a
FINAL_EDGE_OFFSET 0
NUMBER_CUTS o

@ FEED

A 4

Anuioupyia AkoAouBiwv
ap1BunTIKoU eAéyxou
(NC Sequences)

A@aipeon KaTePyaouEVOU
Aykou

Apxeio @¢ang Kotrtikou

(CL File) MACHIN / UNCXO1, 72

$5-> CUTCOH_GEOHETRY_TYPE / OUTPUT_ON_CENTER

UNITS / M

LOADTL / 1

§$$-> CUTTER / 9.000000

$$-> CSYS / 1.0000000000, 0.0000000000, 0.0000000000, 0.0000000000, §
0.0000000000, 1.0000000000, 0.0000000000, 0.0000000000, §
0.0000000000, 0,0000000000, 1.0000000000, O.0000000000

SPINDL / RPN, 3000.000000, CLW

RAPID

GOTO / -4.5000000000, -0.0000000000, S.0000000000

FEDRAT / 400.000000, MMPH

GOTO / -4.5000000000, —0.0000000000, -0.5000000000

GOTO / 134.5000000000, -0.0000000000, -0.8000000000

pOCOuOoIWaN KOTIA

ue 1o Vericut

EmiTuxig




Mn AttodekTn

Apxeio PuBuioewv (Option

EmTuxnig

File)

Y

TeAIkOG TTECEPYQAOTHG
(Post processor)

Apxeio KWdIKa pnyxavig
(MCD file)

Moper kwdika

ATTO0€EKTA

%

01111

TO1 M6

GO0 G90 G54 X0.0 Y0.0 52000 M03
G43 HO1 Z1.0

T1 M6

$3000 M3

G00 X-4.5Y0.0 Z5.0

GO01 X-4.5Y0.0 Z-0.8 F400.0
GO01 X134.5 Y0.0 Z-0.8 F400.0
GO01 X134.5Y4.2 Z-0.8 F400.0

$3000

GO0 X117.5Y37.5Z5.0

G81 X117.5Y37.5 R4.2 Z-6.0 F50.0
G81 X117.5Y22.5 R4.2 Z-6.0 F50.0
G80

GO0 X117.5Y22.5Z5.0

$3500 M3

GO0 X39.5Y25.0 Z5.0

GO0 X39.5Y25.0Z4.2

GO01 X39.5 Y25.0 Z-1.5 F300.0

G03 18.0 J0.0 F300.0

GO01 X39.5 Y25.0 Z-1.4 F300.0

GO1 X39.5Y25.0 Z-2.2 F300.0

G03 18.0 J0.0 F300.0



ATTOBEKTA

ATT00TOAR TTPOYPAUOTOG
uéow RS-232

Mnyxavr apiBunTikoU
eAéyxou (NC machine)

MoioTikdg ‘EAeyxog

Nai
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Haas Mini Mill Post-processor
settings






POSTPROCESSOR OVERVIEW

This report documents all the data available in the Option File
Generator and puts it into a readable format. Not only are the
values of the various fields included, but so are most of the
commons .

1. General Information
2. Machine Configuration
3. Mill Turn

4. MCD File Format

5. File Formats

6. Prep Codes

7. Aux Codes

8. Coolant Codes

9. Linear Motion

10. Rapid Motion

11. Circular Motion

12. Cycle Motion

13. Curve Fitting

14. Feedrate

15. Cutter Comp

16. Tool Change Sequence
17. Fixture Offset

18. Spindle Codes

19. Dwell Parameters
20. Operator Messages
21. Start / End Program

MACHINE: Mills without Rotary Axes
OPTFILE NAME: HAAS Mini Mill

MACHINE NBR: 72

FILE NAME: uncx01.p72

INPUT UNITS: Same as NCL units

OUTPUT UNITS: Same as NCL units

OPTFILE UNITS: Metric

FIL FILE: E:\Programs\proeWildfire 2.0\i486_ nt\gpost\uncx01.f72
AUTHOR:

COMPANY :

PHONE:

*** PRIMARY ROTARY AXIS ***

PRIMARY ROTARY AXIS: NA (1-2078)
EIA STANDARD: Yes (D-0652)
TOOL AX1S 0,0,1=0: NA (1-2097)
FACES POS DIRECTION: NA (D-0640)
CLW ALONG NORMAL: No (D-0447)
DEFAULT DIR. CLW: Yes (D-0445)
REPOS. C-AXIS TO O: NA (1-2094)
ROTARY RESOLUTION: 0.0010000 (D-0446)
PIVOT DISTANCE: NA (D-0635)

NEG. 360 CONTOUR: No (1-2706)



ONLY CAPABLE OF IND: NA (1-2453)
MIN FEEDRATE: 0.0010000 (D-0118)
MAX FEEDRATE: 200.0000000 (D-0124)
FEEDRATE CALC: NA (1-1895)
VELOCITY PERCENT: NA (D-0088)
ROTARY AXIS TYPE: 0 & 359.99 ... +/- indicate dir (1-2091)
RAPID RATE: 1400.0000000 (D-0111)
*** SPECIFICATION ***

MOTION RESOLUTION: 0.0010000 (D-0421)
MOTION MAX DEPARTURE: 9999.9998000 (D-0079)
MOTION REGISTERS MODAL: No (1-1918)
CL PTS IN MULTAX MODE: Use previous tool axis (1-1912)
0 TO 360 OUTPUT: +/- 0 will output +/- 360 (1-2706)
1JK TOOLAXIS TOLERANCE: 0.0000000 (D-0891)
TOL DIFF FROM LAST: 0.0000000 (D-1035)
LIMIT CHECK: No (1-1849)
-- AXES -- -- HOME -- -- MINIMUM -- -- MAXIMUM --

X-AXis 10.00000 (D-130)

Y-AXis 10.00000 (D-131)

Z-Axis 30.00000 (D-132)

*** TRANSFORMATION ***

TRANSFORMATION TYPE: Simple XYZ Translation (1-2093)
X - AX1S TRANSLATION: 0.0000000 (D-0286)
Y - AXI1S TRANSLATION: 0.0000000 (D-0287)
Z - AX1S TRANSLATION: 0.0000000 (D-0288)
OUTPUT (X-AXIS): 0.0000000 (D-0775)
OUTPUT (Y-AXIS): 0.0000000 (D-0776)
OUTPUT (Z-AXIS): 0.0000000 (D-0777)
OUTPUT (A-AXIS): 0.0000000 (D-0778)
OUTPUT (B-AXIS): 0.0000000 (D-0779)
OUTPUT (C-AXIS): 0.0000000 (D-0780)
DIST. ALONG TOOL AXIS: 0.0000000 (D-0918)
OUTPUT SCALE (X-AX1S): 1.0000000 (D-0486)
OUTPUT SCALE (Y-AXI1S): 1.0000000 (D-0487)
OUTPUT SCALE (Z-AX1S): 1.0000000 (D-0488)
OUTPUT SCALE (A-AXI1S): 1.0000000 (D-0489)
OUTPUT SCALE (B-AXI1S): 1.0000000 (D-0490)
OUTPUT SCALE (C-AX1S): 1.0000000 (D-0491)

nnnnnnnnnnn M I LL_TURN R R R R R R e e R e R e R e b e
*** GENERAL ***

MILL TU

RN:

NA



R R R e R R R AR R R R MCD F I LE FORMAT xxxxxxxxx

Output at least one zero

BLANK BEFORE EA ADDR: Yes
DECIMAL COUNT:
FILE TYPE nc
- ADDR - - DESCRIPTION - - ALIAS
N Sequence Nbr none
G Prep Functions none
X X - Axis none
Y Y - Axis none
R Cycle RAPID Stop none
Z Z - Axis none
| X - AXis Arc none
J Y - AXis Arc none
K Z - Axis Arc none
F Feedrate none
S Spindle none
T Tool none
D Cutter Rad/Dia Comp none
H Tool Length Comp none
M Aux / M-Codes none

# - Fmt may include + sign,

(1-4600-7)

S - - FMT (In)# -
/none F400
/none OF200
/none F3.4
/none F3.4
/none F3.4
/none F3.4
/none F3.4
/none F3.4
/none F3.4
/none F3.3
/none F400
/none F500
/none F200
/none F200
/none F200

(1-1831)
(1-4593)

- INTCOMS ## -

14, 106,
07, 107,
24, 108,
25, 109,
18, 110,
26, 111,
09, 112,
10, 113,
11, 114,
06, 115,
19, 116,
20, 117,
04, 118,
08, 119,
13, 120,

leading 0, number of characters before
and after the decimal, decimal, and trailing O

## - Intcoms for Address, Format, & Spec respectively

*** LIST FILE FORMAT ***

VERIFICATION PRINT:
SUPPRESS ALL WARNINGS:
SUPPR MAJ WORD WARNING:
PAGE FORMATTING:

NBR OF LINES PER PAGE:
TAPE IMAGE:

IDENTIFY LINTOL BLOCKS:
INCL INPUT STMT IN LST:

*** SEQUENCE NUMBERS ***

MAX SEQUENCE NUMBER:

START SEQUENCE NUMBER:
SEQUENCE NBR INCREMENT:
TURN OFF SEQ# AT START:
OUTPUT NBR EVERY n BLK:
ALIGN BLK CODE & ALIAS:
OPSKIP CHAR & ALIAS:

OUTPUT SEQNO ON INSERT:
OUTPUT SEQNO ON PPRINT:

## - value is obtained by adding Dblcoms 477 & 479

Generate verification print

Yes
No
Yes
51

Print non-formatted version

No
No

9999.000
1.000000
1.000000
Yes

0

0 alias
/ alias
Yes

Yes

0000
0
0

is O
is /

(1-1832)
(1-1836)
(1-1850)
(1-1834)
(1-1988)
(1-1861)
(1-2701)
(1-1917)

(D-0478)
(##)

(D-0477)
(1-1508)
(1-2007)
(1-1846)
(1-1842)
(1-1860)
(1-1860)

159
160
161
162
163
164
165
166
167
168
169
170
171
172
173



-- CODE --

92
20
21
90
91
80
81
NA
83
84
85
88
87
82
86
NA
01
00
00
02
03
94
NA
93
54
59
54
04
41
42
40
00
00
00
00
17
18
19
NA

-—- DESCRIPTION ---

Axes Preset

Inch Mode

Metric Mode
Absolute Mode
Incremental Mode

Cycle / OFff
Cycle 7/ Drill
Cycle / CSink
Cycle / Deep
Cycle / Tap
Cycle / Bore
Cycle / Ream
Cycle / Thru
Cycle / Face
Cycle / Mill
Cycle / Brkchp

Linear Interpolation

Rapid Motion Positioning XY
Rapid Motion Positioning Z
Circ Motion Clockwise

Circ Motion Counter Clockwise
UPM Mode

UPR Mode

Inverse Time Mode

Fixture Offset Minimum
Fixture Offset Maximum
Fixture Offset Default
Dwell Blocks

Cutcom / Left

Cutcom / Right

Cutcom / OfF

Pulbac (Cycle Motion)
Pulbac Initial (Cycle Motion)
Pulbac Full (Cycle Motion)
Prim Rotart Axis Rotation
Plane Selection XY

Plane Selection ZX

Plane Selection YZ

Tool Chg Seq Tool Length

CONT ACCEPT MULT CODES: Yes

CYCLE TAP - HIGH

> 84.2

## - based on Intcoms 2714 and 2715

(1-0517)
(1-0506)
(1-0511)
(1-0497)
(1-0505)
(1-0500)
(1-0470)
(1-0471)
(1-0472)
(1-0473)
(1-0474)
(1-0475)
(1-0476)
(1-0477)
(1-0478)
(1-0480)
(1-0510)
(1-0512)
(1-0513)
(1-0499)
(1-0498)
(1-0508)
(1-0509)
(1-0507)
(1-3429)
(1-3430)
(1-3428)
(1-0504)
(1-0502)
(1-0503)
(1-0501)
(1-4336)
(1-4607)
(1-4608)
(1-0514)
(1-0523)
(1-0525)
(1-0524)
(1-516)

(1-1864)
#)

-- CODE --

00
01
02
30
51
50

-—— DESCRIPTION ---

Stop Code

OpStop Code

End Code

Rewind Code

Feedrate Enable Override
Feedrate Disable Override

(1-1984)
(1-1969)
(1-1963)
(1-1980)
(1-1965)
(1-1964)



03
04
03
05
19
06

Spindle Clockwise
Spindle Counter CW
Spindle Default Rot
Spindle Stop Code
Spindle Orient Code
Tool Change Seq

CONT ACCEPT MULT CODES: Yes

-- CODE --

NA
NA
NA
NA
NA
NA
08
09

OUTPUT TYPE:

(1-1982)
(1-1981)
(1-1513)
(1-1983)
(1-1970)
(1-1966)

(1-1865)

-—- DESCRIPTION ---

Coolant Mist
Coolant Flood

Flood High Pressure
Flood Low Pressure
Thru High Pressure
Thru Low Pressure
Coolant Default
Coolant OfF

On a block by itself

xxxxxxxxxxxx

(1-1960)
(1-1959)
(1-3423)
(1-3424)
(1-3421)
(1-3422)
(1-1962)
(1-1961)

(1-3425)

PREP-CODE IS MODAL: Yes

OUTPUT METHOD:

Output XYZ in one block

USE LINEARIZATION: No

(1-4339)
(1-1873)
(D-0636)

PREP-CODE 1S MODAL: Yes (1-1922)
RAP TRAVERSE MIN DIST: 0.0000000 (D-0425)
RAP TRAV FEED BELW MIN: 0.0000000 (D-0426)
RAPID ADDRESS: none (1-2073)
RAPID VALUE: NA (D-0424)
POSITIONING VELOCITY: 1000.0000000 (D-0107)
OUTPUT REDUNDANT F-CDE: Yes (1-1848)
FEEDRATE PREP CODE: 00 (1-1862)
MOTION ANALYSIS: None (XYZ rotary ... XYZ rotary) (1-1870)

PREP-CODE IS MODAL: No
XYZ CODES MODAL: Yes
CIRCLE CENTER OUTPUT: +R 1f < 180;

-R > 180; 1JK = 360

QUADRANT CROSSING:
CORRECTION METHOD:
MAXIMUM RADIUS:

CIRCLE Z DEVIATION TOL:
TRUE RAD FEEDRATE CALC:
OUTPUT F-CODE CIR BLKS:

360 deg. per block

Don"t correct CL pt not true arc
999.9999000

50.0000000

No

No

(1-2064)
(1-2065)
(1-1924)
(1-1923)
(1-1879)
(D-0423)
(D-0917)
(1-1859)
(1-3436)



*** 1JK MODIFIER ***

ABS MODE, 1JK OUTPUT:
INCR MODE, 1JK OUTPUT:
1JK OUTPUT WHEN ZERO:
1JK CODE 1S MODAL:

Start pt to center dist signed
Start pt to center dist signed
Yes
No

**%* PLANE SELECTION ***

CUTCOM PLANE:

MOVES +X TO +Y 1S CCW:
MOVES +X TO +Z 1S CCW:
MOVES +Y TO +Z 1S CCW:

sk ARCSLP

OUTPUT ARCSLP BLOCKS:

Use GO1 if cir/plane does not..
Yes
Yes
Yes

In radians absolute

DIS K OUTPUT W/ ARCSLP: No

SKIP Z MOVE TEST CIR:

No

(1-1854)
(1-1853)
(1-1857)
(1-2066)

(1-4340)
(1-2016)
(1-2017)
(1-2018)

(1-1877)
(1-3435)
(1-2717)

OUTPUT TYPE:
AUTO CLEARANCE VALUE:

Absolute Z
0.0000000

CYCLE MOTION ANALAYSIS: No

CYC MOTION DATA MODAL:
MODALITY TYPE(S):
CYCLE DEEP ADDRESS:
CYCLE DWELL ADDRESS:
CYCLE CAM ADDRESS:
2ND CLEARANCE PLANE:
G98/G99 PULBAC AVAIL:
POS Z-AXIS RETRACT:
RETRACTING AXIS ADDR:
MULTAX MODE CYCLE:

XY PLANE (0,0,1):

ZX PLANE (0,1,0):

YZ PLANE (1,0,0):

XYZ PLANE (all):

## - Intcoms 4635 and

sk PULBAC ***

G98/G99 PULBAC AVAIL:
G-CODE:

First cycle point
Neither linear or rotary
K
(1-0075)
(1-0076)
none
Yes
Yes
4
Same as 3-axis mode
NA
NA
NA
NA

4337

Yes
G-Code from Cycle command

(1-1871)
(D-0927)
(1-1874)
H
H
(1-0061)

(1-2482)
(1-4316)
(D-0488)
(1-2206)
(1-4594)
(1-4595)
(1-4596)
(1-4597)
(1-4598)

(1-4316)
(1-4336)

ENABLE CURVE FITTING:

NA

*** GENERAL ***



OUTPUT CODE MOTION BLK: No (1-0532)
OUTPUT F-CD MOTION BLK: No (1-1911)
UPM MINIMUM: 0.0010000 (D-0114)
UPM MAXIMUM: 1000.0000000 (D-0120)
UPM MULITPLIER: 1.0000000 (D-0743)
INCH FORMAT: F33 (1-0620)
METRIC FORMAT: F42 (1-0620)
NA

*** INVERSE TIME ***

INVERSE TIME MINIMUM: 0.0010000 (b-0105)
INVERSE TIME MAXIMUM: 200.0000000 (D-0106)
INVERSE TIME FEEDRATE: Use circle arc length (1-1863)
INV TIME MULITPLIER: 1.0000000 (D-0745)
OUTPUT INV TM FEEDRATE: No (1-2095)
MIN TIME INV TIME MOVE: 0.0000000 (b-0887)
ID CORRECTED BLKS LIST: NA (1-2703)
INV TIME CALULATION: Use iterative method (1-1878)
INCH FORMAT: F33 (1-0540)
METRIC FORMAT: F42 (1-0540)

PQ VECTS ON CUTCOM BLK: No (1-2476)
OUTPUT W/ XY MOTION BK: Output PC with XY for LT-RT-OFF )

OUT SIN/COS LT/RT BLKS: No (1-1941)
OUTPUT TOOL NBR AS DIA: Yes (1-4314)
DIA OFFSET ADDRESS: D (1-0858)

# - value is based on Intcom 2708 and 4358
*** GoAXis Mills ***

PQ VECTS ON CUTCOM BLK: No (1-4356)

TOOL CHANGE TIME: 4.0000000 (D-0481)
CYCLE TIME OUTPUT: Do not output tool times to list (1-1866)
T-CODE 1S MODAL: No (1-4318)
T&V CODES ON SEP. LINE: No (1-3437)
TOOL NBR AS LEN OFFSET: No (1-4313)
OUTPUT TOOL PRESELECT: No (1-4315)

TOOL CHNG POSITIONING: Do not output tool chng pos blk (1-1872)

*%* COORDINATES ***



OT@>N <X
|

COORDINATE:
COORDINATE:
COORDINATE:
COORDINATE:
COORDINATE:
COORDINATE:

Current X
Current Y
30.0000000
NA
NA
NA

(D-0604)

(D-0605)
(D-0606)
(D-0607)
(D-0608)
(D-0609)

OUTPUT CODE W/ FIX OFF:
OUTPUT WHEN ZERO:

OUTPUT TYPE:

OFFSET ADDRESS:
ADDRESS MINIMUM:
ADDRESS MAXIMUM:
ADDRESS DEFAULT:

No

Yes

On a block
H

NA

NA

NA

by itself

(1-3427)
(1-3432)
(1-3431)
(1-0496)
(D-0925)
(D-0923)
(D-0924)

*** GENERAL ***

DIRECT RPM:

NBR OF SPINDLE RANGES:
NBR OF DEFAULT RANGES:

OUTPUT TYPE:
RANGE #1:

*** DIRECT RPM ***

-- RANGE --

**%* CYCLE DWELL ***

DWELL REGISTER ADDRESS:

UPM
UPM
UPM
UPR
UPR
UPR
UPM
UPM
UPR
UPR

*x*k

1

MIN TIME:
MAX TIME:

DWELL MULT:

MIN TIME:
MAX TIME:

DWELL MULT:
INCH FORMAT:
METRIC FORMAT:
INCH FORMAT:
METRIC FORMAT:

CYCLE DWELL ***

CYCLE DRILL:
CYCLE CSINK:
CYCLE DEEP:
CYCLE TAP:

CYCLE BORE:
CYCLE REAM:

-- MIN SPEED --

1.0000000 (R-11)

Yes (1-0483)
1 (1-2006)
1 (1-1523)
On a block by iteself (1-4641)

NA (1-1973)

-- MAX SPEED --
6000.0000000 (R-17)

F (1-0487)
0.1000000 (D-0084)
99.9900000 (D-0086)
0.0000000 (D-0980)
0.0000000 (D-0085)
0.0000000 (D-0087)
0.0000000 (D-0981)
F33 (1-0486)
F33 (1-0486)
FOO (1-0485)
FOO (1-0485)
0.0000000 (D-0055)
2.0000000 (D-0056)
0.0000000 (D-0057)
2.0000000 (D-0058)
2.0000000 (D-0059)
0.0000000 (D-0060)



CYCLE THRU: 0.0000000
CYCLE FACE: 2.0000000
CYCLE BRKCHP: 0.0000000

(D-0061)
(D-0062)
(D-0063)

CNTRL-OUT CODE & ALIAS: ( alias
CNTRL-IN CODE & ALIAS: ) alias
MAX CHARACTERS PER BLK: 80
OUTPUT MSG TAPE FILE: Yes
RETAIN SPACE IN INSERT: No
CONTINUATION CHARACTER:

s (
s)

(1-1844)
(1-1845)
(1-0615)
(1-0484)
(1-1869)
(1-1951)

DNC FORMAT: Yes

UNITS OF LEADER: NA

LEADER CODE & ALIAS: NA

UNITS OF TRAILER: NA

TAPE READABLE PARTNO: NA

MAN READABLE PARTNO: NA

EOB AT END EA BLK TAPE: Yes

EOB CODE: ; alias i1s ;
TIME STAMP: No

MERGING POST: No

_MCDWT TO EDIT MDC BLK: No

STOP CODE & ALIAS: % alias is %
START CODE: Use normal rewind start code

INCH /7 METRIC MODE: 20
OUTPUT INCH/METR CODE: NA
ABS / INCREMENTAL MODE: 90

OUTPUT ABS/INCR CODE: NA
FEEDRATE MODE: 94
OUTPUT FEEDRATE CODE: NA
CIRC INTERP PLANE: 17

OUTPUT CIR INTERP CODE: NA

# - based on Intcoms 1833, 506, & 511
## - based on Intcoms 534 & 535

### - based on Intcoms 492 & 493
#it## - based on Intcoms 618 & 619

*** STARTUP BLOCKS ***

#1 TO1l M6
#2 GO0 G90 G54 X0.0 YO.O0 S2000 M03
#3 G43 HO1 Z7Z1.0

# - Obtained from an array of Intcoms
*** PROGRAM NUMBER ***

PROGRAM NUMBER SOURCE: Prompt for program number

(1-2479)
(D-0430)
(1-1840)
(D-0429)
(1-1925)
(1-1837)
(1-1847)
(1-1839)
(1-3941)
(1-1868)
(1-1920)
(1-1841)
(1-1929)

(1-0506)
G
(1-0534)
(##)
(1-0492)
()
(1-0618)
(HH#HE)

G
G
@

(1-3816)



PROGRAM NUMBER TYPE: Numeric (1-3861)

OUTPUT STRING PREFIX: 0 @)
OUTPUT STRING POSTFIX: €))
PROGRAM NUMBER MIN VAL: 1111.0000000 (D-0982)
PROGRAM NUMBER DEFAULT: 1111 )
PROGRAM NUMBER MAX VAL: 99999.0000000 (D-0983)
PROMPT STRING: Insert Program No (€:))

# - Obtained from an array of Intcoms

*** MERGE POSTS ***
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